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Description

TECHNICAL FIELD

[0001] The present invention relates to a fuel cell with
separator, a method for manufacturing the same, and a
fuel cell stack.

BACKGROUND ART

[0002] Known fuel cell stacks include a solid oxide fuel
cell (hereinafter, may be referred to as "SOFC" or merely
as "fuel cell") stack which uses a solid oxide as an elec-
trolyte. The SOFC stack is, for example, a stack of a
number of fuel cells, each having an anode and a cathode
provided on respective opposite sides of a plate-like solid
electrolyte layer. Fuel gas (e.g., hydrogen) and oxidizer
gas (e.g., oxygen in air) are supplied to the anode and
the cathode, respectively, for their chemical reaction
through the solid electrolyte layer, thereby generating
electricity.
[0003] Generally, the fuel cell is connected, for use, to
a separator which separates a fuel gas section and an
oxidizer gas section. This connection is usually estab-
lished through a joint formed of a brazing filler metal such
as Ag brazing filler metal, whereby fuel gas and oxidizer
gas are separated from each other.
[0004] The following technique is disclosed for joining
the fuel cell and the separator. The disclosed technique
uses a glass sealing material for providing a seal between
the separator and the fuel cell (refer to Patent Document
1).
[0005] According to another disclosed technique, a re-
fractory metal and ceramic are brazed together in the
atmosphere by use of Ag brazing filler metal to which a
nonreducing oxide such as Al2O3 is added (refer to Pat-
ent Document 2). A further technique discloses a glass
material which contains Al2O3, for use with the SOFC
(refer to Patent Document 3).
[0006] Meanwhile, in some cases, sufficient reliability
is not necessarily secured in joining the fuel cell and the
separator by use of glass or a certain brazing filler metal.
For example, in joining by use of Ag brazing filler metal
only, for a structural reason, an Ag brazing filler metal
joint is disposed at the boundary between oxidizer gas
and fuel gas. Thus, the following possibility exists: in use
over a long period of time, component atoms (oxygen
atoms) of oxidizer gas and component atoms (hydrogen
atoms) of fuel gas enter the Ag brazing filler metal joint
from the oxidizer gas section and the fuel gas section,
respectively, and diffuse and react in the Ag brazing filler
metal joint, whereby voids (pores) are generated in the
Ag brazing filler metal joint, resulting in leakage of the
gases.
[0007] Techniques for preventing the generation of
voids are disclosed (refer to Patent Documents 4 and 5).
Through use of various Ag alloys having low gas diffusion
speed, the life of a brazing filler metal can be prolonged.

[0008] However, although the techniques disclosed in
Patent Documents 4 and 5 can prolong the life of the joint
(fuel cell), it is not easy for them to ensure a practically
sufficient life of tens of thousands of hours.

PRIOR ART DOCUMENTS

PATENT DOCUMENTS

[0009]

Patent Document 1: Japanese Patent No. 3466960
Patent Document 2: Japanese Patent Application
Laid-Open (kokai) No. 2007-331026
Patent Document 3: Japanese Patent Application
Laid-Open (kokai) No. 2009-199970
Patent Document 4: Japanese Patent Application
Laid-Open (kokai) No. 2010-207863
Patent Document 5: Japanese Kohyo (PCT) Patent
Publication No. 2011-522353

SUMMARY OF THE INVENTION

PROBLEM TO BE SOLVED BY THE INVENTION

[0010] An object of the present invention is to provide
a fuel cell with separator having improved reliability or
life of the joining of the fuel cell and the separator, a meth-
od for manufacturing the same, and a fuel cell stack.

MEANS FOR SOLVING THE PROBLEM

[0011] The invention is a fuel cell with separator ac-
cording to independent claim 1, a fuel cell stack compris-
ing a fuel cell with separator according to claim 1 and a
method of manufacturing a fuel cell with separator ac-
cording to claim 13. Preferred embodiments are as de-
fined in the dependent claims

1.

(1) A fuel cell with separator according to the
present invention comprises
a fuel cell body having a cathode disposed on
one side of a solid electrolyte layer and an anode
disposed on the opposite side of the solid elec-
trolyte layer;
a frame-like metal separator having an opening
and attached to the fuel cell body through a joint
part formed of an Ag-containing brazing filler
metal; and
a sealing part formed of a glass-containing seal-
ing material and disposed closer to the opening
than is the brazing filler metal such that the seal-
ing part is located between the metal separator
and the fuel cell body.
Since the metal separator is joined to the fuel
cell body by means of the joint part formed of
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the Ag-containing brazing filler metal, at the time
of reception of external stress, deformation of
the seal formed of the glass-containing sealing
material is prevented, whereby the possibility of
occurrence of cracking of the sealing part can
be reduced.
Also, since the sealing part is disposed closer
to the opening than is the joint part, the joint part
is not in direct contact with oxidizer gas; thus,
movement of oxidizer gas to the joint part is hin-
dered. As a result, diffusion of oxidizer gas in
the joint part is restrained, whereby generation
of voids through reaction of hydrogen and oxy-
gen can be prevented.
Furthermore, since the sealing part is disposed
between the plate-like metal separator and the
fuel cell body, thermal stress acting on the seal-
ing material becomes shear stress. Thus, the
sealing material becomes unlikely to crack, and
separation at the interface between the sealing
part and the metal separator or the fuel cell body
can be restrained, whereby the reliability of the
sealing part can be improved.
(2) The joint part may comprise a first joint por-
tion and a second joint portion located closer to
the opening than is the first joint portion, and the
second joint portion may be lower in oxygen dif-
fusion coefficient than the first joint portion.
The second joint portion lower in oxygen diffu-
sion coefficient than the first joint portion is dis-
posed between the sealing part and the first joint
portion. As a result, diffusion of oxygen to the
first joint portion is restrained, whereby genera-
tion of voids in the first joint portion can be pre-
vented, whereby the reliability of the joint as a
whole can be improved.
(3) Preferably, the metal separator contains Al
in an amount of 0.1% by mass to 10% by mass.
In the case where the metal separator is formed
of a metal material which forms a chromia (chro-
mium oxide) coating film (e.g., stainless steel),
the reliability of the sealing part deteriorates,
since glass in the sealing material is apt to react
with chromia. In the case where the metal sep-
arator contains Al in an amount of 0.1% by mass
or more, an alumina coating film is formed on its
surface, whereby the reliability of the sealing
part and the oxidation resistant durability of the
metal separator are improved. By contrast, in
the case where the metal separator contains Al
in an amount of more than 10% by mass, the
material of the metal separator becomes hard
and thus difficulty is encountered in machining.
More preferably, the metal separator contains
Al in an amount of 1.5% by mass to 10% by
mass. Far more preferably, the metal separator
contains Al in an amount of 2.0% by mass to
10% by mass.

(4) Preferably, the metal separator has a thick-
ness of 0.5 mm or less.
If the metal separator is thicker than 0.5 mm, the
following problem may arise: in forming a fuel
cell stack by stacking a plurality of fuel cell bod-
ies, stress applied to the fuel cell bodies is not
relaxed, resulting in occurrence of cracking of
(damage to) the sealing parts and the joint parts
for joining the fuel cell bodies and the corre-
sponding metal separators. If the metal separa-
tor has a thickness of 0.5 mm or less, stress
applied to the joint part and the sealing part is
relaxed, thereby reducing the possibility of oc-
currence of cracking of the joint part and the
sealing part.
(5) A gap may exist between the joint part and
the sealing part.
Even though the joint part and the seal part are
not in contact with each other, the possibility of
occurrence of cracking of the sealing part can
be reduced, and the diffusion of oxidizer gas in
the joint part can be prevented. Also, even when
gas exists in the gap, the amount of the gas is
small, so that the gas has only a small effect on
the reliability of the joint part and other charac-
teristics.
(6) The brazing filler metal used to form the joint
part may be higher in melting temperature than
the sealing material.
Even though the brazing filler metal is higher in
melting temperature than the sealing material,
the fuel cell body and the metal separator can
be joined, and a sealing between the fuel cell
body and the metal separator is possible. For
example, sealing may be performed by use of a
sealing material after joining is performed by use
of a brazing filler metal. Also, if no large differ-
ence in melting temperature exists between the
brazing filler metal and the sealing material, join-
ing and sealing can be performed simultaneous-
ly.

2.

(1) A fuel cell with separator according to a sec-
ond mode of the present invention comprises

a fuel cell body having a cathode, an anode,
and a solid electrolyte layer sandwiched be-
tween the cathode and the anode;
a frame-like metal separator having an
opening and attached to the fuel cell body
through a joint part formed of an Ag-con-
taining brazing filler metal;
a sealing part formed of a glass-containing
sealing material and disposed closer to the
opening than is the joint part such that the
sealing part is located between the metal
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separator and the fuel cell body.

In the fuel cell with separator, a portion of the
sealing part located toward the joint part has an
Ag-containing mixed layer.
Since the fuel cell with separator has the sealing
part formed of a glass-containing sealing mate-
rial and disposed toward the opening between
the metal separator and the fuel cell body, move-
ment of oxidizer gas to the joint part is hindered.
As a result, diffusion of oxidizer gas in the joint
part is restrained, whereby generation of voids
through reaction of hydrogen and oxygen can
be prevented.
Also, since a portion of the sealing part located
toward the joint part has the Ag-containing
mixed layer, the difference in thermal expansion
between the sealing part and the joint part is
relaxed, whereby the occurrence of damage to
(e.g., cracking of) the sealing part can be pre-
vented.
Generally, in many cases, the joint part (Ag-con-
taining brazing filler metal) is flexible, but is high
in thermal expansion coefficient. As a result,
there is generated thermal stress between the
joint part and the sealing part (glass-containing
sealing material) being caused by the difference
in thermal expansion between the joint part and
the sealing part, potentially resulting in the oc-
currence of damage to (e.g., cracking of) the
sealing part. Thus, a portion of the sealing part
located toward the joint part is consisted of an
Ag-containing mixed layer (i.e., a layer having
an intermediate composition which contains
both glass and Ag) for mitigating thermal stress
at the interface between the joint part and the
sealing part, thereby preventing the occurrence
of damage to (e.g., cracking of) the sealing part.
(2) Preferably, in the mixed layer, Ag content is
highest at a portion located toward the joint part.
No precipitous change in Ag content arises at
the interface between the joint (Ag-containing
brazing filler metal) and the mixed layer, thereby
mitigating thermal stress at the interface.
(3) Preferably, the joint part and the mixed layer
are disposed along the entire perimeter of the
opening.
Thermal stress can be relaxed along the entire
perimeter of the opening.
(4) Preferably, the sealing part has a thermal
expansion coefficient of 8 ppm/K to 12 ppm/K
within a temperature range of room temperature
to 300°C, and the mixed layer has a width of 50
mm or more.
Through impartment to the sealing part of a ther-
mal expansion coefficient of the range and a
width of the range, a thermal expansion differ-

ence is relaxed, whereby the occurrence of dam-
age to (e.g., cracking of) the sealing part can be
prevented.
(5) The joint part may contain an oxide whose
oxygen dissociation pressure is lower than 1 3
10-13 Pa at 800°C.
In some cases, the joint part (Ag-containing
brazing filler metal) contains an oxide for ensur-
ing an affinity for the fuel cell body. During op-
eration of a fuel cell stack, generally, a hydrogen
reduction atmosphere is established in the seal-
ing part (glass-containing sealing material); ac-
cordingly, the oxide may undergo reduction. In
order to prevent the reduction, the oxygen dis-
sociation pressure of the oxide contained in the
joint part (Ag-containing brazing filler metal) is
rendered lower than the oxygen dissociation
pressure of hydrogen (1 3 10-13 Pa at 800°C).
(6) The oxide contained in the joint part may be
an oxide of Al or In.
By means of the joint part (brazing filler metal)
containing an oxide of Al or In, the thermal ex-
pansion coefficient of the brazing filler metal re-
duces, whereby the occurrence of damage to
(e.g., cracking of) the seal part (glass-containing
sealing material) can be restrained.
Also, in the case where the metal separator con-
tains Al, an alumina (Al2O3) film is formed on the
surface of the metal separator. In this case, an
oxide of Al or In contained in the joint part (braz-
ing filler metal) has an affinity for the alumina
film on the metal separator, whereby sufficient
joining strength can be ensured.

3.

(1) A fuel cell with separator according to a third
mode of the present invention comprises

a fuel cell body having a cathode disposed
on one side of a solid electrolyte layer and
an anode disposed on the opposite side of
the solid electrolyte layer;
a metal separator having an opening and
attached to the fuel cell body through a joint
formed of an Ag-containing brazing filler
metal; and
a sealing part formed of a glass-containing
sealing material and disposed closer to the
opening than is the joint part such that the
sealing part is located between the metal
separator and the fuel cell body.

In the fuel cell with separator,
the metal separator contains Al in an amount of
1.5% by mass to 10% by mass;
the joint part contains an oxide or compound ox-
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ide of Al in an amount of 1% by volume to 25%
by volume; and
the sealing part contains Al in an amount of 1%
by mass to 30% by mass as reduced to Al2O3.
The metal separator contains Al in an amount
of 1.5% by mass to 10% by mass; the joint part
contains an oxide or compound oxide of Al in an
amount of 1% by volume to 25% by volume; and
the sealing part contains Al in an amount of 1%
by mass to 30% by mass as reduced to Al2O3.
That is, since the metal separator, the joint part,
and the sealing part contain Al, good affinity ex-
ists among them, thereby improving reliability in
joining and sealing.
Also, since the metal separator is joined to the
fuel cell body through the joint part, at the time
of reception of external stress, the deformation
of the sealing part is prevented, whereby the
possibility of occurrence of cracking of the seal-
ing part can be reduced.
Also, since the sealing part is disposed closer
to the opening than is the joint part, the joint part
is not in direct contact with oxidizer gas; thus,
contact of oxygen with the joint part is sup-
pressed. As a result, diffusion of oxygen in the
joint part is hindered, whereby generation of
voids through reaction of hydrogen and oxygen
can be prevented.
(2) More preferably, the metal separator con-
tains Al in an amount of 2% by mass to 10% by
mass; the joint part contains an oxide or com-
pound oxide of Al in an amount of 2% by volume
to 15% by volume; and the sealing part contains
Al in an amount of 2% by mass to 20% by mass
as reduced to Al2O3.
 Al further improves an affinity among the metal
separator, the joint part, and the sealing part,
thereby further improving reliability in joining and
sealing.
(3) At least a portion of the oxide or compound
oxide of Al may be disposed at the interface be-
tween the metal separator and the joint part.
As a result of at least a portion of the oxide or
compound oxide of Al being disposed at the in-
terface between the metal separator and the
joint part, a good affinity is provided at the inter-
face.
(4) The oxide or compound oxide of Al may be
Al2O3, an Al-containing spinel-type oxide (e.g.,
MgAl2O4), or mullite.
Through use of these oxides of Al, a good affinity
can be provided.
(5) The metal separator has a plate-like form,
and there may be further provided a restraint
part formed of the same material as the sealing
material and disposed on the surface of the met-
al separator at a position opposite the sealing
part with the metal separator intervening be-

tween the restraint and the sealing part.
As a result of provision of the restraint part
formed of the same material as the sealing ma-
terial and disposed on the surface of the metal
separator, stress being caused by the difference
in thermal expansion between the metal sepa-
rator and the seal can be canceled, whereby
separation can be prevented.
(6) The sealing part and the restraint part may
be integrated through a connection disposed on
a side surface of the opening of the metal sep-
arator.
The connection of the seal part and the restraint
part for their integration further improves relia-
bility in joining and sealing.

4.

(1) A fuel cell with separator according to a fourth
mode of the present invention comprises

a fuel cell body having a cathode, an anode,
and a solid electrolyte layer sandwiched be-
tween the cathode and the anode;
a plate-like metal separator having an open-
ing which opens at its main surface and
back surface, and joined, at the back sur-
face, to the fuel cell body through a joint part
formed of an Ag-containing joining material;
a sealing part formed of a glass-containing
sealing material and disposed closer to the
opening than is the joint part such that the
sealing part is located between the fuel cell
body and the back surface of the metal sep-
arator and extends along the entire perim-
eter of the opening; and
a restraint part formed of a material higher
in thermal expansion coefficient than the
sealing material and disposed on the main
surface of the metal separator at a position
opposite the sealing part.

The fuel cell with separator has the sealing part
provided on the back surface of the metal sep-
arator, and the restraint part provided on the
main surface of the metal separator and formed
of a material higher in thermal expansion coef-
ficient than the sealing part.
The restraint part provided on the main surface
of the metal separator is higher in thermal ex-
pansion coefficient than the sealing part provid-
ed on the back surface of the metal separator.
Thus, in the course of use of a fuel cell stack,
the metal separator attempts to curve toward
the sealing part; accordingly, force acts on the
sealing part in a direction of pressing (pressure
welding) the sealing part. The force restrains
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separation at the interface between the seal and
the metal separator, so that an airtight seal is
improved. As a result, fuel gas or oxidizer gas
is restrained from reaching the joint part.
(2) Preferably, the restraint part is disposed
along the entire perimeter of the opening.
The sealing part is disposed along the entire pe-
rimeter of the opening. Thus, through disposition
of the restraint part along the entire perimeter of
the opening, the deformation of the metal sep-
arator can be restrained along the entire perim-
eter of the opening.
(3) Preferably, the sealing part and the restraint
part are integrated through a connection part
disposed on a side surface of the opening of the
metal separator.
The integration of the sealing part and the re-
straint part can further restrain the deformation
of the metal separator.
Also, the integration of the sealing part and the
restraint part contributes to a substantial in-
crease in the width of the seal, whereby sealing
performance of the sealing part is reliably im-
proved.
(4) A material of the restraint part may be lower
in thermal expansion coefficient than the metal
separator.
The metal separator and the restraint part are
formed of metal and glass, respectively; thus,
usually, the restraint part is lower in thermal ex-
pansion coefficient than the metal separator.
Even for this reason, the restraint can restrain
the deformation (deflection) of the metal sepa-
rator.
(5) A gap may exist between the joint part and
the sealing part.
Even though the joint part and the seal part are
not in contact with each other, the deformation
(deflection) of the metal separator can be re-
strained. Also, even when gas exists in the gap,
the amount of the gas is small, so that the gas
exerts only a small effect on the reliability of the
joint part and other characteristics.
(6) Preferably, the sealing material has a thermal
expansion coefficient of 8 ppm/K to 12 ppm/K
within a temperature range of room temperature
to 300°C.
With a thermal expansion coefficient of this
range, the deformation of the metal separator
can be restrained in the course of use of a fuel
cell stack.

5.

(1) A fuel cell with separator according to a fifth
mode of the present invention comprises

a fuel cell body having a cathode, an anode,

and a solid electrolyte layer sandwiched be-
tween the cathode and the anode;
a plate-like metal separator having an open-
ing which opens at its front surface and back
surface, and joined, at the back surface, to
the fuel cell body through a joint part formed
of an Ag-containing joining material;
a sealing part formed of a glass-containing
sealing material and disposed closer to the
opening than is the joint part such that the
sealing part is located between the fuel cell
body and the back surface of the metal sep-
arator and extends along the entire perim-
eter of the opening; and
a restraint part formed of the same material
as the sealing material and disposed on the
front surface of the metal separator at a po-
sition opposite the sealing part.

Since the metal separator is sandwiched be-
tween the sealing part and the restraint part
which are formed of the same material (i.e., hav-
ing the same thermal expansion coefficient), the
deformation of the metal separator is restrained
at the time of operation of a fuel cell stack. As a
result, the following problem is restrained: the
sealing part breaks as a result of deformation of
the metal separator, and consequently, fuel gas
or oxidizer gas reaches the joint part.
(2) Preferably, the restraint part is disposed
along the entire perimeter of the opening.
The sealing part is disposed along the entire pe-
rimeter of the opening. Thus, through disposition
of the restraint part along the entire perimeter of
the opening, the deformation of the metal sep-
arator can be restrained along the entire perim-
eter of the opening.
(3) Preferably, the sealing part and the restraint
part are integrated through a connection part
disposed on a side surface of the opening of the
metal separator.
The integration of the sealing part and the re-
straint part can further restrain the deformation
(deflection) of the metal separator.
Also, the integration of the sealing part and the
restraint part contributes to a substantial in-
crease in the width of the sealing part, whereby
sealing performance of the sealing part is im-
proved.
(4) A material of the restraint part may be lower
in thermal expansion coefficient than the metal
separator.
The metal separator and the restraint part are
formed of metal and glass, respectively; thus,
usually, the restraint part is lower in thermal ex-
pansion coefficient than the metal separator.
Even for this reason, the restraint part can re-
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strain the deformation (deflection) of the metal
separator.
(5) A gap may exist between the joint part and
the sealing part.
Even though the joint part and the sealing part
are not in contact with each other, the deforma-
tion (deflection) of the metal separator can be
restrained. Also, even when gas exists in the
gap, the amount of the gas is small, so that the
gas exerts only a small effect on the reliability
of the joint part and other characteristics.
(6) Preferably, the sealing material has a thermal
expansion coefficient of 8 ppm/K to 12 ppm/K
within a temperature range of room temperature
to 300°C.
With a thermal expansion coefficient of this
range, the deformation of the metal separator
can be restrained in the course of use of a fuel
cell stack.

B. A fuel cell stack comprises the above-mentioned
fuel cells with respective separators.
Use of the above-mentioned fuel cells with respec-
tive separators improves the reliability of the fuel cell
stack as a whole.
C.

(1) A method for manufacturing the above-men-
tioned fuel cell with separator comprises

a brazing filler metal disposing step of dis-
posing the brazing filler metal on both of the
metal separator and the fuel cell body, and
a sealing material disposing step of dispos-
ing the glass-containing sealing material on
at least one of the metal separator and the
fuel cell body.

The brazing filler metal is disposed on both of
the metal separator and the fuel cell body; thus,
the two pieces of the brazing filler metal dis-
posed beforehand on the metal separator and
the fuel cell body, respectively, are melted and
fused together, whereby a contact area can be
ensured, and thus joining strength can be en-
hanced.
(2) The manufacturing method may further com-
prise a joining step of joining the metal separator
and the fuel cell body by melting the brazing filler
metal disposed on both of the metal separator
and the fuel cell body.
By melting the brazing filler metal, the metal sep-
arator and the fuel cell body can be joined with
high strength.
(3) Preferably, in the joining step, the brazing
filler metal is melted in the atmosphere for braz-
ing. This is because a material used to form the

cathode changes in characteristics in a vacuum
or a reducing atmosphere.
(4) The manufacturing method may further com-
prise a sealing part forming step of forming the
sealing part by melting the glass-containing
sealing material disposed on at least one of the
metal separator and the fuel cell body.
A sealing part can be provided between the met-
al separator and the fuel cell body by melting
the sealing material.
(5) The joining step and the sealing part forming
step may be performed simultaneously.
Joining and sealing can be performed simulta-
neously, thereby simplifying manufacturing
equipment and improving efficiency in terms of
manufacturing time.
(6) After the joining step, the sealing material
disposing step and the sealing part forming step
may be performed.
Separate execution of joining and sealing ena-
bles various combinations of brazing filler met-
als and sealing materials. In order to simultane-
ously perform joining and sealing, preferably,
the joining temperature of a brazing filler metal
and the melting temperature of a sealing mate-
rial are close to each other to a certain extent;
therefore, limitations are imposed on brazing fill-
er metals and sealing materials that can be em-
ployed.

EFFECTS OF THE INVENTION

[0012] The present invention can provide a fuel cell
with separator having improved reliability in joining a fuel
cell and a separator or improved life, a method for man-
ufacturing the same, and a fuel cell stack.

BRIEF DESCRIPTION OF THE DRAWINGS

[0013]

[FIG. 1] Perspective view showing a solid oxide fuel
cell stack 10 according to a first embodiment of the
present invention.
[FIG. 2] Schematic sectional view of the solid oxide
fuel cell stack 10.
[FIG. 3] Sectional view of a fuel cell 40.
[FIG. 4] Exploded perspective view showing, in an
exploded condition, a fuel cell body 44 and a metal
separator 53 (fuel cell with separator).
[FIG. 5] Flowchart showing a process of manufac-
turing a fuel cell with separator.
[FIG. 6A] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 6B] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
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[FIG. 6C] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 6D] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 6E] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 7] Flowchart showing a process of manufac-
turing a fuel cell with separator.
[FIG. 8A] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 8B] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 8C] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 8D] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 9] Sectional view of a fuel cell 40a according
to a modification of the first embodiment.
[FIG. 10] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator 50a).
[FIG. 11] Sectional view of a fuel cell 40b according
to a second embodiment of the present invention.
[FIG. 12] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator).
[FIG. 13] Schematic sectional view of the solid oxide
fuel cell stack 10 according to a third embodiment of
the present invention.
[FIG. 14] Sectional view of a fuel cell 40c.
[FIG. 15] Top view of a fuel cell with separator 50c.
[FIG. 16] Enlarged fragmentary sectional view show-
ing a mixed layer 63 and its periphery of an example
of the fuel cell 40c.
[FIG. 17] Enlarged fragmentary sectional view show-
ing the mixed layer 63 and its periphery of another
example of the fuel cell 40c.
[FIG. 18A] Sectional view showing a condition of a
fuel cell with separator in the process of manufac-
ture.
[FIG. 18B] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 18C] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 19A] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 19B] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-

ture.
[FIG. 19C] Sectional view showing a condition of the
fuel cell with separator in the process of manufac-
ture.
[FIG. 20] Sectional view of a fuel cell 40d according
to modification 1 of the third embodiment.
[FIG. 21] Sectional view of a fuel cell 40e according
to modification 2 of the third embodiment.
[FIG. 22] Sectional view showing a condition of the
fuel cell with separator 50c under test.
[FIG. 23] Table showing the test results of the fuel
cell with separator 50c.
[FIG. 24] Table showing the test results of the fuel
cell with separator 50c.
[FIG. 25] Table showing the test results of the fuel
cell with separator 50c.
[FIG. 26] Schematic sectional view of the solid oxide
fuel cell stack 10 according to a fourth embodiment
of the present invention.
[FIG. 27] Sectional view of a fuel cell 40f.
[FIG. 28] Top view of a fuel cell with separator 50f.
[FIG. 29] Sectional view of a fuel cell 40g according
to modification 1 of the fourth embodiment.
[FIG. 30] Sectional view of a fuel cell 40h according
to modification 2 of the fourth embodiment.
[FIG. 31] Sectional view of a fuel cell 40i according
to modification 3 of the fourth embodiment.
[FIG. 32] Sectional view of a fuel cell 40j according
to modification 4 of the fourth embodiment.
[FIG. 33] Photo of the section of a fuel cell according
to Example.
[FIG. 34] Photo showing, on an enlarged scale, the
section of the fuel cell according to Example.
[FIG. 35] Photo showing, on an enlarged scale, the
section of the fuel cell according to Example.
[FIG. 36] Photo showing, on an enlarged scale, the
section of a fuel cell according to Comparative Ex-
ample.
[FIG. 37] Table showing the results of evaluation of
fuel cells.
[FIG. 38] Schematic sectional view of the solid oxide
fuel cell stack 10 according to a fifth embodiment of
the present invention.
[FIG. 39] Sectional view of a fuel cell 40k.
[FIG. 40] Exploded perspective sectional view show-
ing, in an exploded condition, the fuel cell body 44
and the metal separator 53 (fuel cell with separator
50k).
[FIG. 41A] Sectional view showing the fuel cell with
separator 50k in the process of manufacture.
[FIG. 41B] Sectional view showing the fuel cell with
separator 50k in the process of manufacture.
[FIG. 41C] Sectional view showing the fuel cell with
separator 50k in the process of manufacture.
[FIG. 41D] Sectional view showing the fuel cell with
separator 50k in the process of manufacture.
[FIG. 41E] Sectional view showing the fuel cell with
separator 50k in the process of manufacture.
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[FIG. 42] Sectional view of a fuel cell 401 according
to a sixth embodiment of the present invention.
[FIG. 43] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator 501).
[FIG. 44] Sectional view of a fuel cell 40m according
to a modification of the sixth embodiment.
[FIG. 45] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator 50m).
[FIG. 46] Schematic sectional view of a solid oxide
fuel cell stack 10 according to a seventh embodiment
of the present invention.
[FIG. 47] Sectional view of a fuel cell 40n.
[FIG. 48] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator 50n).
[FIG. 49A] Sectional view showing the fuel cell with
separator 50n in the process of manufacture.
[FIG. 49B] Sectional view showing the fuel cell with
separator 50n in the process of manufacture.
[FIG. 49C] Sectional view showing the fuel cell with
separator 50n in the process of manufacture.
[FIG. 49D] Sectional view showing the fuel cell with
separator 50n in the process of manufacture.
[FIG. 49E] Sectional view showing the fuel cell with
separator 50n in the process of manufacture.
[FIG. 50] Sectional view of a fuel cell 40p according
to an eighth embodiment of the present invention.
[FIG. 51] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator 50p).
[FIG. 52A] Sectional view showing the fuel cell with
separator 50p in the process of manufacture.
[FIG. 52B] Sectional view showing the fuel cell with
separator 50p in the process of manufacture.
[FIG. 52C] Sectional view showing the fuel cell with
separator 50p in the process of manufacture.
[FIG. 52D] Sectional view showing the fuel cell with
separator 50p in the process of manufacture.
[FIG. 52E] Sectional view showing the fuel cell with
separator 50p in the process of manufacture.
[FIG. 53] Sectional view of a fuel cell 40q according
to a modification of the eighth embodiment.
[FIG. 54] Exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the met-
al separator 53 (fuel cell with separator 50q).
[FIG. 55] Graph showing the results of the durability
test on the solid oxide fuel cell stacks 10.

MODES FOR CARRYING OUT THE INVENTION

[0014] A solid oxide fuel cell stack according to the
present invention will next be described with reference
to the drawings.

(First embodiment)

[0015] FIG. 1 is a perspective view showing a solid
oxide fuel cell stack 10 according to a first embodiment
of the present invention. The solid oxide fuel cell stack
10 generates electricity through reception of fuel gas
(e.g., hydrogen) and oxidizer gas (e.g., air (specifically,
oxygen in air)).
[0016] The solid oxide fuel cell stack 10 is configured
such that end plates 11 and 12 and fuel cells 40(1) to
40(4) are stacked and fixed together with bolts 21, 22
(22a, 22b), and 23 (23a, 23b) and nuts 35.
[0017] FIG. 2 is a schematic sectional view of the solid
oxide fuel cell stack 10.
[0018] The solid oxide fuel cell stack 10 is configured
to stack the fuel cells 40(1) to 40(4). Herein, for easy
understanding, four fuel cells 40(1) to 40(4) are stacked;
however, generally, about 20 to 60 fuel cells 40 are
stacked in many cases.
[0019] The end plates 11 and 12 and the fuel cells 40(1)
to 40(4) have through holes 31, 32 (32a, 32b), and 33
(33a, 33b) corresponding to the bolts 21, 22 (22a, 22b),
and 23 (23a, 23b).
[0020] The end plates 11 and 12 are retaining plates
for pressing and retaining the stacked fuel cells 40(1) to
40(4) and also serve as output terminals for electric cur-
rent from the fuel cells 40(1) to 40(4).
[0021] FIG. 3 is a sectional view of the fuel cell 40. FIG.
4 is an exploded perspective view showing, in an explod-
ed condition, a fuel cell body 44 and a metal separator
53 (fuel cell with separator).
[0022] As shown in FIG. 3, the fuel cell 40 has the metal
separator 53 and the fuel cell body 44 and includes in-
terconnectors 41 and 45, current collectors 42, and a
frame 43.
[0023] The fuel cell body 44 is configured such that a
solid electrolyte layer 56 is sandwiched between a cath-
ode (also called an air electrode layer) 55 and an anode
(also called a fuel electrode layer) 57. The cathode 55
and the anode 57 are disposed on the solid electrolyte
layer 56 on a side toward an oxidizer gas channel 47 and
on a side toward a fuel gas channel 48, respectively.
[0024] In the present embodiment, all of the solid elec-
trolyte layer 56, the cathode 55, and the anode 57 have
the form of a plate; however, they may be formed into
respective cylindrical shapes.
[0025] Materials usable to form the anode 55 include
perovskite-type oxides (e.g., LSFC (lanthanum strontium
cobalt ferrite)), LSM (lanthanum strontium manganese
oxide), noble metals, and cermets of noble metals and
ceramic.
[0026] Materials usable to form the solid electrolyte lay-
er 56 include YSZ (yttria-stabilized zirconia), ScSZ (scan-
dia-stabilized zirconia), SDC (samarium-doped ceria),
GDC (gadolinium-doped ceria), and perovskite-type ox-
ides.
[0027] Metal is preferred to form the anode 57, and
materials usable to form the anode 57 include Ni, a cer-
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met of Ni and ceramic, and Ni-based alloys.
[0028] The interconnectors 41 and 45 are electrically
conductive plate-like members (formed of metal, for ex-
ample, stainless steel) which ensure electrical connec-
tion between the fuel cell bodies 44 and can prevent mix-
ing of gases between the fuel cell bodies 44.
[0029] Only a single interconnector (41 or 45) is dis-
posed between the fuel cell bodies 44 (two fuel cell bodies
44 connected in series share a single interconnector dis-
posed therebetween). Also, in place of the interconnec-
tors 41 and 45, the electrically conductive end plates 11
and 12 are disposed on the top fuel cell body 44 and on
the bottom fuel cell body 44, respectively.
[0030] The current collectors 42 are adapted to ensure
electrical connection between the interconnector 41 and
the cathode 55 of the fuel cell body 44, and are formed
of, for example, a metal material such as a nickel alloy.
Also, the current collectors 42 may have elasticity.
[0031] The frame 43 has an opening 46 in which oxi-
dizer gas and fuel gas flow. The opening 46 is sealed
airtightly and is divided into the oxidizer gas channel 47
in which oxidizer gas flows, and the fuel gas channel 48
in which fuel gas flows. Also, the frame 43 of the present
embodiment is composed of a cathode frame 51, an in-
sulation frame 52, the metal separator 53, and an anode
frame 54.
[0032] The cathode frame 51 is a metal frame disposed
on the cathode 55 side and has the opening 46 at a central
portion thereof. The opening 46 defines the oxidizer gas
channel 47.
[0033] The insulation frame 52 electrically insulates
the interconnectors 41 and 45 from each other, can be
formed of, for example, ceramic such as Al2O3, mica, or
vermiculite, and has the opening 46 at a central portion
thereof. The opening 46 defines the oxidizer gas channel
47. Specifically, the insulation frame 52 is disposed be-
tween the interconnectors 41 and 45 such that one sur-
face is in contact with the cathode frame 51, and the other
surface is in contact with the metal separator 53. As a
result, the insulation frame 52 electrically insulates the
interconnectors 41 and 45 from each other.
[0034] The metal separator 53 is a frame-like metal
sheet (e.g., thickness: 0.1 mm) having an opening 58, is
attached to the solid electrolyte layer 56 of the fuel cell
body 44, and prevents the mixing of oxidizer gas and fuel
gas. The metal separator 53 divides the opening 46 of
the frame 43 into the oxidizer gas channel 47 and the
fuel gas channel 48, thereby preventing the mixing of
oxidizer gas and fuel gas.
[0035] The metal separator 53 has the opening 58 in
the form of a through hole extending therethrough be-
tween the upper surface and the lower surface thereof,
and the cathode 55 of the fuel cell body 44 is disposed
in the opening 58. The fuel cell body 44 to which the metal
separator 53 is joined is called "a fuel cell with separator."
This will be described later in detail
[0036] Similar to the insulation frame 52, the anode
frame 54 is an insulation frame disposed on the anode

57 side and has the opening 46 at a central portion there-
of. The opening 46 defines the fuel gas channel 48.
[0037] The cathode frame 51, the insulation frame 52,
the metal separator 53, and the anode frame 54 have,
at their peripheral portions, the through holes 31, 32 (32a,
32b) and 33 (33a, 33b) through which the corresponding
bolts 21, 22 (22a, 22b) and 23 (23a, 23b) are inserted,
and oxidizer gas or fuel gas flows through the corre-
sponding bolts.

(Details of a fuel cell with separator)

[0038] In the present embodiment, a fuel cell with sep-
arator 50 is configured such that a joint part 61 and a
sealing part 62 are disposed between the fuel cell body
44 and the metal separator 53. The lower surface of the
metal separator 53 and the upper surface of the solid
electrolyte layer 56 are joined together by the joint part
61 and are sealed against each other by the sealing part
62, along the opening 58 (see FIG. 4).
[0039] The metal separator 53 is formed of a metal
material which contains iron (Fe) as a main component.
Preferably, the metal material contains Al in an amount
of 0.1% by mass to 10% by mass (e.g., 3% by mass).
[0040] The metal separator has an alumina film formed
on its surface, thereby exhibiting improved oxidation re-
sistant durability and excellent workability.
[0041] The metal separator 53 has a thickness of, for
example, 0.1 mm.
[0042] In forming the solid oxide fuel cell stack 10, the
metal separator 53 relaxes stress applied to the joint part
61 and the sealing part 62 which connect the fuel cell
body 44 and the metal separator 53, thereby reducing
the possibility of occurrence of problems such as damage
to (cracking of) the joint part 61 and the sealing part 62.
[0043] The joint part 61 is formed of an Ag-containing
brazing filler metal and is disposed along the entire pe-
rimeter of the opening 58, thereby joining the fuel cell
body 44 and the metal separator 53 together. The joint
part 61 (Ag brazing filler metal) has, for example, a width
of 2 mm to 6 mm and a thickness of 10 mm to 80 mm.
[0044] Various brazing filler metals which contain Ag
as a main component can be employed for forming the
joint part 61. An example brazing filler metal is a mixture
of Ag and an oxide, such as Ag-Al2O3 (a mixture of Ag
and Al2O3 (alumina)). Other examples of a mixture of Ag
and an oxide include Ag-CuO, Ag-TiO2, Ag-Cr2O3, and
Ag-SiO2. Also, an alloy of Ag and another metal (e.g.,
Ag-Ge-Cr, Ag-Ti, or Ag-Al) can be used as the brazing
filler metal.
[0045] Even in the air atmosphere, an Ag-containing
brazing filler metal (Ag brazing filler metal) is unlikely to
be oxidized at a brazing temperature. Thus, Ag brazing
filler metal is preferred in view of process efficiency, since
the fuel cell body 44 and the metal separator 53 can be
joined in the air atmosphere by use of Ag brazing filler
metal.
[0046] The sealing part 62 is disposed closer to the
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opening 58 (inner perimeter) than is the joint part 61 along
the entire perimeter of the opening 58 and provides a
seal between the fuel cell body 44 and the metal sepa-
rator 53 in order to prevent the mixing of oxidizer gas
existing in the opening 58 of the metal separator 53 and
fuel gas existing externally of the opening 58. Since the
sealing part 62 is disposed closer to the opening 58 than
is the joint part 61, the joint part 61 is free from contact
with oxidizer gas; i.e., movement of oxygen from the ox-
idizer gas channel 47 to the joint part 61 is suppressed.
As a result, gas leakage can be prevented, which could
otherwise result from generation of voids in the joint part
61 as a result of reaction of hydrogen and oxygen. Fur-
thermore, since the sealing part 62 is disposed between
the metal separator 53 and the fuel cell body 44, thermal
stress acting on the sealing part 62 becomes shear stress
rather than tensile stress. Thus, the sealing material be-
comes unlikely to crack, and there can be restrained sep-
aration at the interface between the sealing part 62 and
the metal separator 53 or the fuel cell body 44, whereby
the reliability of the sealing part 62 can be improved.
[0047] The sealing part 62 has, for example, a width
of 1 mm to 4 mm and a thickness of 80 mm to 200 mm.
[0048] The sealing part 62 can be formed of a glass-
containing sealing material; specifically, glass, glass-ce-
ramic (crystallized glass), or a composite of glass and
ceramic. For example, glass G018-311, a product of
SCHOTT, can be used to form the sealing part 62.

(Manufacture of a fuel cell with separator)

[0049] A method for manufacturing a fuel cell with sep-
arator (the fuel cell body 44 having the metal separator
53 joined thereto) will be described. Herein, two manu-
facturing methods (manufacturing methods A and B) will
be described.
[0050] In either of the two manufacturing methods, first,
the metal separator 53 having the opening 58 is punched
out from, for example, a sheet of SUH21 (18Cr-3Al (Al-
containing ferritic stainless steel)). Also, a sheet of the
solid electrolyte layer 56 is affixed to one surface of a
green sheet of the anode 57 to form a laminate, and the
laminate is once fired. Subsequently, a material for the
cathode 55 is printed on the fired laminate, followed by
firing to form the fuel cell body 44.

1. Manufacturing method A

[0051] As shown below, in manufacturing method A,
joining (forming the joint part 61), and forming the sealing
part 62 are performing simultaneously. FIG. 5 is a flow-
chart showing a process of manufacturing a fuel cell with
separator according to manufacturing method A. FIGS.
6A to 6E are sectional views showing the conditions of
the fuel cell with separator in the process of manufacture
according to manufacturing method A.

(1) Disposing brazing filler metals 611 and 612 (step S11; 
FIG. 6A)

[0052] Brazing filler metals 611 and 612 are disposed
on the fuel cell body 44 and the metal separator 53, re-
spectively. For example, a pasty Ag-containing brazing
filler metal is printed, in a predetermined shape, on the
upper surface of the solid electrolyte layer 56 of the fuel
cell body 44 and on the lower surface of the metal sep-
arator 53, thereby disposing the brazing filler metals 611
and 612 on the fuel cell body 44 and the metal separator
53, respectively. In place of the above method, a dis-
penser may be used to dispose the brazing filler metals
611 and 612.
[0053] Each of the brazing filler metals 611 and 612
has, for example, a width of 2 mm to 6 mm and a thickness
of 10 mm to 80 mm.
[0054] The two brazing filler metals 611 and 162 dis-
posed beforehand on the fuel cell body 44 and the metal
separator 53, respectively, are melted and fused togeth-
er, whereby a contact area is ensured, and thus the join-
ing strength of the joint part 61 can be enhanced.
[0055] In the case where a brazing filler metal is dis-
posed on only one of the fuel cell body 44 and the metal
separator 53, the brazing filler metal melts, wets the sur-
face of the other one, and then solidifies, whereby the
brazing filler metal and the other one of the fuel cell body
44 and the metal separator 53 are joined together. In this
manner, in the case where the brazing filler metal melts
and then comes into contact with the fuel cell body 44
and the metal separator 53, a contact area is apt to re-
duce, possibly resulting in difficulty in ensuring joining
strength. Since wettability of a molten brazing filler metal
on the fuel cell body 44 and on the metal separator 53 is
not necessarily good, by means of the brazing filler metal
being disposed on both of the fuel cell body 44 and the
metal separator 53 before joining, the joining strength of
the joint part 61 can be enhanced.

(2) Disposing sealing material 621 (step S12; FIGS. 6B, 
6D, and 6E)

[0056] The sealing material 621 is disposed on at least
one of the fuel cell body 44 and the metal separator 53
at a position located toward the opening 58 or the cathode
55. For example, the sealing material 621 is disposed on
at least one of the fuel cell body 44 and the metal sepa-
rator 53 by printing the pasty sealing material. In place
of the above method, a dispenser may be used to dispose
the sealing material.
[0057] The sealing material 621 has, for example, a
width of 1 mm to 4 mm and a thickness of 80 mm to 200
mm.
[0058] FIGS. 6B, 6D, and 6E show respectively a con-
dition in which the sealing material 621 is disposed on
only the fuel cell body 44, a condition in which the sealing
material 622 is disposed on only the metal separator 53,
and a condition in which the sealing materials 621 and
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622 are disposed on the fuel cell body 44 and on the
metal separator 53, respectively. In all of the conditions,
the sealing materials 621 and 622 are disposed closer
to the opening 58 and the cathode 55 than is the joint
part (brazing filler metal) 61.
[0059] As mentioned above, preferably, the brazing fill-
er metal is disposed on both of the fuel cell body 44 and
the metal separator 53; by contrast, the sealing material
may be disposed on one of the fuel cell body 44 and the
metal separator 53. This results from the difference in
wettability between the molten brazing filler metal and
the molten sealing material. This is because the molten
glass-containing sealing material is better than the mol-
ten brazing filler metal in wettability on the fuel cell body
44 and on the metal separator 53.
[0060] The metal separator 53 is formed of a material
which forms an oxide film (oxide (alumina)) in the atmos-
phere at a high temperature, and the solid electrolyte
layer 56 is also formed of an oxide. Thus, the metal sep-
arator 53 and the solid electrolyte layer 56 are better than
the brazing filler metal in wettability to the sealing material
(glass (oxide)).
[0061] The present embodiment performs "(1) Dispos-
ing brazing filler metals" and then "(2) Disposing a sealing
material;" however, the order may be reversed, or the
brazing filler metal and the sealing material may be dis-
posed simultaneously.

(3) Joining (forming the joint part 61), and forming the 
sealing part 62 (step S13; FIG. 6C)

[0062] The brazing filler metals 611 and 612 are melted
to join the fuel cell body 44 and the metal separator 53
(forming the joint part 61); at the same time, the sealing
material 621 is melted to form the sealing part 62. The
fuel cell body 44 and the metal separator 53 on which
the brazing filler metals 611 and 612 and the sealing ma-
terial 621 are disposed are brought into contact with each
other and are then heated in the air atmosphere at a
temperature of 850°C to 1,100°C, whereby the brazing
filler metals 611 and 612 and the sealing material 621
are melted, thereby forming the joint part and the sealing
part simultaneously.
[0063] As mentioned above, the two brazing filler met-
als 611 and 612 disposed beforehand on the fuel cell
body 44 and the metal separator 53, respectively, are
melted and fused together, whereby a contact area is
ensured, and thus the joining strength can be enhanced.
[0064] At this time, since the brazing filler metals 611
and 612 and the sealing material 621 are disposed ad-
jacently, joining (forming the joint part 61), and forming
the sealing part 62 are performed substantially at the
same temperature in the same atmosphere.
[0065] At the time of joining, in order to bring the molten
brazing filler metal into close contact with the fuel cell
body 44 and with the metal separator 53, load is applied
to the fuel cell body 44 and the metal separator 53 from
above and underneath. As a result, load can also be ap-

plied to the sealing material 621 from above and under-
neath, so that a seal can be provided in a gapless manner.
[0066] Since the brazing filler metal contains Ag and
is thus unlikely to be oxidized in the air atmosphere, braz-
ing (joining) can be performed in the air atmosphere; thus,
there can be prevented a deterioration in performance
of the fuel cell body 44 (particularly, the cathode 55)
caused by forming the joint part 61 and the sealing part
62 (step S13), specifically, a deterioration in electrode
performance caused by a change in crystal structure of
the cathode 55 (e.g., LSFC (lanthanum strontium cobalt
ferrite)) of the fuel cell body 44 in forming the joint part
61 and the sealing part 62 (step S13).
[0067] Furthermore, since there is no need to employ
an atmosphere of inert gas such as Ar in order to prevent
a deterioration in performance of the fuel cell body 44,
equipment and processes do not become complex, so
that efficient equipment and processes can be imple-
mented.
[0068] As mentioned above, in manufacturing method
A, joining (forming the joint part 61), and forming the seal-
ing part 62 are performed at the same temperature in the
same atmosphere, so that manufacturing equipment is
simplified, and manufacturing time is shortened, whereby
the fuel cell with separator can be efficiently manufac-
tured.

2. Manufacturing method B

[0069] In manufacturing method B, joining (forming the
joint part 61), and forming the sealing part 62 are per-
formed separately. FIG. 7 is a flowchart showing a proc-
ess of manufacturing a fuel cell with separator according
to manufacturing method B. FIGS. 8A to 8D are sectional
views showing the conditions of the fuel cell with sepa-
rator in the process of manufacture according to manu-
facturing method B.

(1) Disposing brazing filler metals 611 and 612 (step S21; 
FIG. 8A)

[0070] The brazing filler metals 611 and 612 are dis-
posed on the fuel cell body 44 and on the metal separator
53, respectively. Since this step is similar to step S11 of
manufacturing method A, detailed description thereof is
omitted.

(2) Joining (forming the joint part 61) (step S22; FIG. 8B)

[0071] The brazing filler metals 611 and 612 are melted
to join the fuel cell body 44 and the metal separator 53
(forming the joint part 61). The fuel cell body 44 and the
metal separator 53 on which the brazing filler metals 611
and 612 are disposed, respectively, are brought into con-
tact with each other and are then heated at a temperature
of 850°C to 1,100°C, whereby the brazing filler metals
611 and 612 are melted to perform joining.
[0072] As mentioned above, the two brazing filler met-
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als 611 and 612 disposed beforehand on the fuel cell
body 44 and the metal separator 53, respectively, are
melted and fused together, whereby a contact area is
ensured, and thus the joining strength can be enhanced.

(3) Disposing sealing material 621 (step S23; FIG. 8C)

[0073] The sealing material 621 is disposed on at least
one of the fuel cell body 44 and the metal separator 53.
For example, the sealing material 621 can be disposed
on at least one of the fuel cell body 44 and the metal
separator 53 by printing a paste which contains the seal-
ing material. As mentioned above, since the sealing ma-
terial generally has good wettability, the sealing material
can be disposed on either one of the fuel cell body 44
and the metal separator 53.

(4) Forming sealing part 62 (step S24; FIG. 8D)

[0074] The sealing material 621 is melted to form the
sealing part 62. The metal separator 53 and the fuel cell
body 44 which is joined to the metal separator 53 by the
joint part 61 and on which the sealing material 621 is
disposed are heated at a temperature of, for example,
850°C to 1,100°C, thereby melting the sealing material
621 to provide a seal.
[0075] As mentioned above, in manufacturing method
B, joining and sealing are performed separately, thereby
enabling various combinations of brazing filler metals and
sealing materials.
[0076] In order to perform joining and sealing simulta-
neously, preferably, the joining temperature of a brazing
filler metal and the melting temperature of a sealing ma-
terial are close to each other to a certain extent; therefore,
employable brazing filler metals and sealing materials
are limited. Generally, brazing filler metals are higher in
melting point than sealing materials (glass). In the case
where the joining temperature of the brazing filler metal
and the melting temperature of the sealing material differ
from each other, performing joining and sealing simulta-
neously may result in a failure to provide a seal due to
the thinning of the sealing material caused by degener-
ation and transpiration of components of the sealing ma-
terial.

(Method for manufacturing solid oxide fuel cell stack 10)

[0077] The end plates 11 and 12, the interconnectors
41 and 45, the cathode frame 51, and the anode frame
54 having respectively predetermined shapes are
punched out from, for example, sheets of SUH21. Mean-
while, the insulation frame 52 is manufactured by working
on a mica sheet.
[0078] The insulation frame 52, the cathode frame 51,
and the interconnector 41 are disposed, in this order, on
the metal separator 53 on the cathode 55 side of the fuel
cell body 44 of the fuel cell with separator 50 manufac-
tured by manufacturing method A or B described above,

whereas the anode frame 54 and the interconnector 45
are disposed, in this order, on the metal separator 53 on
the anode 57 side, thereby yielding the fuel cell 40.
[0079] A plurality of the fuel cells 40 are stacked; the
end plates 11 and 12 are disposed on the top and the
bottom, respectively, of the stack; by use of the bolts 21
to 23 and the nuts 35, the plurality of fuel cells 40 are
fixedly held between the end plates 11 and 12, thereby
yielding the solid oxide fuel cell stack 10.

(Modification of first embodiment)

[0080] A modification of the first embodiment will next
be described. FIG. 9 is a sectional view of a fuel cell 40a
according to the modification of the first embodiment.
FIG. 10 is an exploded perspective view showing, in an
exploded condition, the fuel cell body 44 and the metal
separator 53 (fuel cell with separator 50a) according to
the modification of the first embodiment.
[0081] The fuel cell 40a has a gap between the joint
part 61 and the sealing part 62. In this manner, even
though the joint part 61 and the sealing part 62 are not
in contact with each other, the possibility of occurrence
of cracking of the sealing part 62 can be reduced, and
the diffusion of oxidizer gas in the joint part 61 can be
prevented.
[0082] In the fuel cells 40 and 40a, the joint part 61 and
the sealing part 62 are in contact with each other or have
a gap therebetween, along the entire perimeter of the
opening 58. In its conceivable intermediate mode, the
joint part 61 and the sealing part 62 are in contact with
each other along a portion of the perimeter of the opening
58 and are not in contact with each other along another
portion of the perimeter of the opening 58.
[0083] Similar to the case of the first embodiment, the
fuel cell with separator according to the modification of
the first embodiment can be manufactured by manufac-
turing method A or B.
[0084] In this case, while the sealing material is dis-
posed in such a manner as to be spaced from the brazing
filler metal to a certain extent, the fuel cell body 44 and
the metal separator 53 are joined.

(Second embodiment)

[0085] A second embodiment of the present invention
will next be described. FIG. 11 is a sectional view of a
fuel cell 40b according to the second embodiment. FIG.
12 is an exploded perspective view showing, in an ex-
ploded condition, the fuel cell body 44 and the metal sep-
arator 53 (fuel cell with separator 50b) according to the
second embodiment.
[0086] In the fuel cell 40b, the joint part 61 is divided
into a joint portion 61a disposed away from the opening
58, and a joint portion 61b disposed closer to the opening
58 than is the joint portion 61a. Also, a material of the
joint portion 61b is lower in oxygen diffusion coefficient
than a material of the joint portion 61a.
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[0087] The joint portion 61b lower in oxygen diffusion
coefficient than the joint portion 61a is disposed between
the sealing part 62 and the joint portion 61a. That is, even
though there exists oxidizer gas which has passed
through the sealing part 62, since the joint portion 61b is
low in oxygen diffusion coefficient, the joint portion 61b
can restrain oxidizer gas from reaching the joint portion
61a. As a result, diffusion of oxygen in the joint portion
61a is restrained, whereby the generation of voids in the
joint portion 61a caused by oxygen, etc., can be prevent-
ed; thus, reliability in joining the fuel cell 40b and the
metal separator 53 can be improved.
[0088] For example, various brazing filler metals which
contain Ag as a main component, such as the following
materials 1) and 2), can be employed for forming the joint
portion 61a.

1) Ag brazing filler metal which contains Cr2O3 (e.g.,
1% by weight to 5% by weight) (Ag-Cr2O3 brazing
filler metal).
2) Ag brazing filler metal which contains Pd (e.g., 2%
by mass to 30% by mass, preferably 3% by mass to
10% by mass) (Ag-Pd brazing filler metal).

[0089] Material for the joint portion 61b can be selected
as appropriate according to material (oxygen diffusion
coefficient) for the joint portion 61a. Example materials
for the joint portion 61b include Ni, Pt, and Au. Of these
materials, Ni and Pt are preferred, since oxygen diffusion
barrier properties are high (the oxygen diffusion coeffi-
cient is low). Particularly, Pt is further preferred as a dif-
fusion barrier to oxygen, since oxidation does not
progress under a condition of joining by use of Ag brazing
filler metal in the atmosphere.
[0090] The fuel cell with separator according to a mod-
ification of the second embodiment can be manufactured
by use of a method corresponding to manufacturing
method A or B.
[0091] Specifically, in step S11 of manufacturing meth-
od A, two kinds of brazing filler metals corresponding to
the joint portions 61a and 61b are disposed on both of
the fuel cell body 44 and the metal separator 53. Subse-
quently, the sealing material 621 is disposed (a step cor-
responding to step S12), followed by application of heat
to melt the two kinds of brazing filler metals and the seal-
ing material for performing joining and sealing (a step
corresponding to step S13).
[0092] In a method corresponding to manufacturing
method B, the joint portions 61a and 61b and the seal
part 62 are formed sequentially. In this case, preferably,
in the descending order of melting point, materials for the
joint portions 61a and 61b and the seal part 62 are dis-
posed, and the joint portions 61a and 61b and the seal
part 62 are formed (through application of heat).

(Third embodiment)

[0093] A third embodiment of the present invention will

next be described. FIG. 13 is a schematic sectional view
of the solid oxide fuel cell stack 10 according to the third
embodiment. FIG. 14 is a sectional view of a fuel cell 40c
according to the third embodiment. FIG. 15 is a top view
showing the fuel cell body 44 and the metal separator 53
(fuel cell with separator 50c) according to the third em-
bodiment.
[0094] In the present embodiment, the joint part 61 and
the sealing part 62 (including a mixed layer 63) are dis-
posed between the fuel cell body 44 and the metal sep-
arator 53, thereby forming a fuel cell with separator 50c.
Along the opening 58, the lower surface of the metal sep-
arator 53 and the upper surface of the solid electrolyte
layer 56 are joined by the joint part 61, and the sealing
part 62 (including the mixed layer 63) provides a seal
between the lower surface and the upper surface.
[0095] The metal separator 53 is formed of a metal
material which contains iron (Fe) and chromium (Cr) as
main components. Preferably, the metal separator 53
contains Al. An alumina film is formed on the surface of
the metal separator 53, whereby oxidation resistance is
improved. Also, an affinity for the Al-containing Ag braz-
ing filler metal of the joint part 61 becomes good, whereby
joining strength can be ensured.
[0096] Preferably, the metal separator 53 contains Al
in an amount of 1% by weight to less than 10% by weight
(e.g., 3% by weight). At an Al content of less than 1% by
weight, in joining through the joint part 61 (glass joining),
the alumina film and glass partially react with each other;
as a result, Al is exhausted, resulting in a deterioration
in oxidation resistance. Also, the metal separator 53 hav-
ing an Al content of 10% by weight or more becomes
hard and thus difficulty is encountered in working and
relaxing stress (the fuel cell body 44 may possibly crack
in performing joining by use of Ag brazing filler metal).
[0097] Preferably, the metal separator 53 has a thick-
ness of 0.5 mm or less (e.g., 0.1 mm). If the thickness
exceeds 0.5 mm, a thermal expansion difference arises
due to temperature distribution in the metal separator 53.
Also, in the course of forming the solid fuel cell stack 10,
stress applied to the joint part 61 and the sealing part 62
which connect the fuel cell body 44 and the metal sepa-
rator 53 is not relaxed, potentially resulting in the occur-
rence of damage to (cracking of) the joint part 61 and the
sealing part 62.
[0098] The joint part 61 is formed of Ag-containing
brazing filler metal, is disposed along the entire perimeter
of the opening 58, and joins the fuel cell body 44 and the
metal separator 53. The joint part 61 (Ag brazing filler
metal) has, for example, a width of 2 mm to 6 mm and a
thickness of 10 mm to 80 mm.
[0099] Various brazing filler metals which contain Ag
as a main component can be employed for forming the
joint part 61. For example, a preferred brazing filler metal
is a mixture of Ag and an oxide (e.g., a mixture of Ag and
an oxide of Al or In (Al2O3 or In2O3). As mentioned above,
in the case where the metal separator 53 contains Al, an
alumina (Al2O3) film is formed on the surface of the metal
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separator. In this case, an oxide (e.g., an oxide of Al or
In) contained in the joint part 61 (brazing filler metal) has
a high affinity for the alumina film formed on the metal
separator 53, whereby sufficient joining strength can be
ensured. Also, by virtue of the joint part 61 (brazing filler
metal) containing an oxide (e.g., an oxide of Al or In), the
thermal expansion coefficient of the brazing filler metal
reduces, whereby the occurrence of damage to (e.g.,
cracking of) the sealing part 62 can be restrained.
[0100] Also, an alloy of Ag and another metal (e.g., Ag-
Ge-Cr, Ag-Ti, or Ag-Al) can be used as the brazing filler
metal.
[0101] Even in the air atmosphere, an Ag-containing
brazing filler metal (Ag brazing filler metal) is unlikely to
be oxidized at a brazing temperature. Thus, Ag brazing
filler metal is preferred in view of process efficiency, since
the fuel cell body 44 and the metal separator 53 can be
joined in the air atmosphere.
[0102] Preferably, an oxide contained in the joint part
61 has an oxygen dissociation pressure lower than 1 3
10-13 Pa at 800°C. During operation of a fuel cell stack,
generally, a hydrogen reduction atmosphere is estab-
lished in the sealing part 62 (glass-containing sealing ma-
terial); accordingly, the oxide may undergo reduction. In
order to prevent the reduction, the oxygen dissociation
pressure of the oxide contained in the joint part 61 (Ag-
containing brazing filler metal) is rendered lower than the
oxygen dissociation pressure of hydrogen (1 3 10-13 Pa
at 800°C).
[0103] The sealing part 62 is formed of, for example,
glass, glass-ceramic (crystallized glass), or a composite
of glass and ceramic and provides a seal between the
fuel cell body 44 and the metal separator 53. The sealing
part 62 is disposed closer to the opening 58 (cathode)
than is the joint part 61 along the entire perimeter of the
opening 58.
[0104] Since the sealing part 62 is disposed closer to
the opening 58 (inner perimeter) than is the joint part 61,
the joint part 61 is free from contact with oxidizer gas;
i.e., movement of oxygen from the oxidizer gas channel
47 to the joint part 61 is suppressed. As a result, gas
leakage can be prevented, which could otherwise result
from generation of voids in the joint part 61 as a result of
reaction of hydrogen and oxygen. Furthermore, since the
sealing part 62 is disposed between the metal separator
53 and the fuel cell body 44, thermal stress acting on the
sealing part 62 becomes shear stress rather than tensile
stress. Thus, the sealing material becomes unlikely to
crack, and there can be restrained separation at the in-
terface between the sealing part 62 and the metal sep-
arator 53 or the fuel cell body 44, whereby the reliability
of the sealing part 62 can be improved.
[0105] The sealing part 62 has, for example, a width
of 1 mm to 4 mm and a thickness of 80 mm to 200 mm.
[0106] Herein, the sealing part 62 is disposed on the
upper surface and on the side surface (within the opening
58) of the metal separator 53, thereby enhancing the
strength of connecting the sealing part 62 and the metal

separator 53. However, as will be described later, even
though the sealing part 62 is not disposed on the upper
surface and the side surface of the metal separator 53,
the sealing part 62 can improve the reliability of the joint
part 61.
[0107] A portion of the sealing part 62 located toward
the joint part 61 assumes the form of the mixed layer 63
disposed between the joint part 61 and the sealing part
62.
[0108] The mixed layer 63 contains both of a constit-
uent material (Ag) of the joint part 61 and a constituent
material (glass) of the sealing part 62. As a result, the
mixed layer 63 has intermediate properties (e.g., thermal
expansion coefficient) between the joint part 61 and the
sealing part 62, so that the thermal expansion difference
between the sealing part 62 and the joint part 61 is re-
laxed, and thus the occurrence of damage to (e.g., crack-
ing of) the sealing part 62 can be prevented.
[0109] Generally, in many cases, the joint part 61 (Ag-
containing brazing filler metal) is flexible, but is high in
thermal expansion coefficient. As a result, there is gen-
erated thermal stress between the joint part 61 and the
sealing part 62 being caused by the difference in thermal
expansion between the joint part 61 and the sealing part
62, potentially resulting in the occurrence of damage to
(e.g., cracking of) the sealing part 62. The mixed layer
63 is disposed between the joint part 61 and the sealing
part 62 for relaxing thermal stress, whereby the occur-
rence of damage to (e.g., cracking of) the sealing part 62
is prevented.
[0110] In the mixed layer 63, preferably, Ag content is
highest at a portion located toward the joint part 61.
[0111] No precipitous change in Ag content arises at
the interface between the joint part 61 (Ag-containing
brazing filler metal) and the mixed layer 63, thereby re-
laxing thermal stress at the interface. Preferably, Ag con-
tent increases stepwise or continuously between the joint
part 61 and the mixed layer 63. Through employment of
such Ag content feature, properties such as thermal ex-
pansion coefficient change stepwise or continuously be-
tween the mixed layer 63 and the joint part 61, thereby
relaxing thermal stress.
[0112] Preferably, the sealing part 62 has a thermal
expansion coefficient of 8 ppm/K to 12 ppm/K within a
temperature range of room temperature to 300°C, and
the mixed layer 63 has a width of 50 mm or more. Through
impartment to the sealing part 62 of a thermal expansion
coefficient of the range and impartment to the mixed layer
63 of a width of the range, a thermal expansion difference
is relaxed, whereby the occurrence of damage to (e.g.,
cracking of) the sealing part can be prevented.

(Definition of width of mixed layer 63)

[0113] FIGS. 16 and 17 show, on an enlarged scale,
the mixed layer 63 and its periphery. In FIG. 16, the
boundary between the joint part 61 and the mixed layer
63 and the boundary between the mixed layer 63 and
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the sealing part 62 have complicated shapes and cannot
be represented by simple planes. In FIG. 17, the bound-
ary between the joint part 61 and the mixed layer 63 and
the boundary between the mixed layer 63 and the sealing
part 62 cannot be clearly indicated. The boundary exists
between the joint part 61 and the sealing part 62. A portion
of the joint part 61 contains glass (e.g., Si, Al, Mg, Ba,
and Ca), and a portion of the sealing part 62 contains
Ag. As a result, the mixed layer 63 exists in such a manner
as to extend into the joint part 61 and into the sealing
part 62.
[0114] The boundary of the mixed layer 63 is not nec-
essarily clear as mentioned above, since the mixed layer
63 has an intermediate composition between the joint
part 61 and the sealing part 62. If the composition chang-
es discontinuously between the mixed layer 63 and the
joint part 61 and between the mixed layer 63 and the
sealing part 62, a boundary is likely to be recognized
rather clearly. By contrast, if the composition changes
continuously between the mixed layer 63 and the joint
part 61 and between the mixed layer 63 and the sealing
part 62, a clear boundary does not exist.
[0115] Even though the boundary of the mixed layer
63 is not clear as mentioned above, width D of the mixed
layer 63 can be determined. That is, the width of a region
where both of Ag and glass exist can be defined as the
width D of the mixed layer 63.
[0116] Specifically, by use of an electron probe micro
analyzer (EPMA), surface analysis is performed on a ver-
tical section of the fuel cell body 44 to find out a limit point
at which Ag becomes undetectable (0.1% by weight (de-
tection limit of EPMA) or less), and a limit point at which
glass becomes undetectable (0.1% by weight (detection
limit of EPMA) or less).
[0117] The distance between the point at which Ag on
the fuel cell body 44 side becomes undetectable and the
point at which glass on the metal separator 53 side be-
comes undetectable is defined as the width D of the
mixed layer 63. In view of variation of the distribution of
the mixed layer 63, 10 sections are cut from the fuel cell
with separator 50; the widths of the mixed layers 63 in
the sections are measured; and the average of the meas-
ured widths is defined as the width D of the mixed layer
63 of the fuel cell with separator 50.

(Forming fuel cell with separator 50c)

[0118] The fuel cell with separator 50c having the
mixed layer 63 can be formed as follows.

(1-1) Ag brazing filler metal paste PI, glass-Ag-braz-
ing-filler-metal mixed paste P3, and glass paste P2
are printed adjacent to each other on the fuel cell
body 44 (see FIG. 18A).
(1-2) The fuel cell body 44 and the metal separator
53 are brought into contact with each other (see FIG.
18B), followed by application of heat (e.g., 1,000°C)
to join the fuel cell body 44 and the metal separator

53 and to provide a seal therebetween (see FIG.
18C). The Ag brazing filler metal allows brazing in
the atmosphere.
(2-1) The Ag brazing filler metal paste PI is printed
on the fuel cell body 44; subsequently, glass paste
P2 is printed in such a manner as to overlap the
applied Ag brazing filler metal paste PI (see FIG.
19A). In place of printing Ag brazing filler metal paste
PI, Ag brazing filler metal foil may be disposed.
(2-2) The fuel cell body 44 and the metal separator
53 are brought into contact with each other (see FIG.
19B), followed by application of heat (e.g., 1,000°C)
to join the fuel cell body 44 and the metal separator
53 and to provide a seal therebetween (see FIG.
19C). The Ag brazing filler metal allows brazing in
the atmosphere.

(Modification of third embodiment)

[0119] Modifications 1 and 2 of the third embodiment
will next be described. FIGS. 20 and 21 are sectional
views of fuel cells 40d and 40e according to modifications
1 and 2, respectively, of the third embodiment.
[0120] In the fuel cell 40d, the sealing part 62 is not
disposed on the upper surface of the metal separator 53.
In the fuel cell 40e, the sealing part 62 is disposed only
on the lower surface of the metal separator 53 (the seal-
ing part 62 does not extend externally of the metal sep-
arator 53). In this manner, even though the sealing part
62 is not disposed on the upper surface and on the side
surface of the metal separator 53, the sealing part 62 can
improve the reliability of the joint part 61.

(Examples)

[0121] The samples of the fuel cell with separator 50c
are prepared and subjected to a hydrogen test (heating
test in hydrogen/air) and a heat cycle test.
[0122] FIG. 22 is a sectional view showing a condition
of the hydrogen test (heating test in hydrogen/air). The
fuel cell with separator 50c is fixed to the end of a pipe
71 by use of a Swagelok joint 72. A mixed gas of hydrogen
and steam (H2 + H2O) is supplied into the pipe 71; the
atmosphere exists externally of the pipe 71; and the fuel
cell with separator 50c is heated to 850°C. If sealing pro-
vided by the sealing part 62 is insufficient, hydrogen in
the pipe 71 and oxygen in the atmosphere diffuse and
bond together in the joint part 61, resulting in the possi-
bility of generation of voids.
[0123] FIGS. 23 and 24 are tables showing the results
of the 500-hour and 1,000-hour hydrogen tests (heating
tests in hydrogen/air), respectively.
[0124] The metal separator 53 is formed of a metal
which contains Fe, Cr, and Al. The Al content was varied
in a range of 0.5% by weight to 13% by weight by varying
the Cr content in a range of 10% by weight to 22% by
weight.
[0125] The joint part 61 is formed of Ag-Al2O3 (a mix-
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ture of Ag and Al2O3 (alumina)). The joint part 61 had a
thickness of 10 mm to 80 mm and a width of 2 mm to 6 mm.
[0126] The sealing part 62 is formed of Ba-Al-Si-O-con-
taining glass. The sealing part 62 has a thickness of 80
mm to 200 mm and a width of 1 mm to 4 mm. Some
samples have the sealing part 62, whereas other sam-
ples do not have the sealing part 62.
[0127] The mixed layer 63 is formed of a mixture of Ag
and Ba-Al-Si-O-containing glass. The mixed layer 63 has
a thickness of 10 mm to 80 mm and a width of 50 mm to
100 mm.
[0128] In the test, the samples which have the sealing
part 62 and in which the metal separator 53 contains Al
in an amount of 1% by weight to 10% by weight exhibit
good results. The existence of the sealing part 62 can
prevent the generation of voids. Also, the metal separa-
tors 53 having an Al content of 1% by weight to 10% by
weight exhibit good durability.
[0129] If the sealing part 62 does not exist, voids are
generated; as a result, the sealing part 62 is likely to
suffer leakage.
[0130] The metal separator 53 having an Al content of
13% by weight is hard; as a result, in performing brazing,
the fuel cell body 44 is apt to break. Also, the metal sep-
arator 53 having an Al content of 0.5% by weight is oxi-
dized, resulting in the generation of leakage.
[0131] FIG. 25 is a table showing the results of execu-
tion of both of the heat cycle test (heat cycle test in the
atmosphere) and the hydrogen test (heating test in hy-
drogen/air).
[0132] The metal separator 53 is formed of a metal
which contains Fe, Cr, and Al. The Cr and Al contents
are 18% by weight and 3% by weight, respectively.
[0133] The joint part 61 is formed of Ag-Al2O3 (a mix-
ture of Ag and Al2O3 (alumina)). The joint part 61 has a
thickness of 10 mm to 80 mm and a width of 2 mm to 6 mm.
[0134] The sealing part 62 is formed of Ba-Al-Si-O-con-
taining glass. The sealing part 62 has a thickness of 80
mm to 200 mm and a width of 1 mm to 4 mm. Samples
which differ in thermal expansion coefficient are prepared
by varying the Si/Ba compositional ratio.
[0135] The mixed layer 63 is formed of a mixture of Ag
and Ba-Al-Si-O-containing glass. The mixed layer 63 has
a thickness of 10 mm to 80 mm and a width of 10 mm to
150 mm.
[0136] In the heat cycle test, the following heat cycle
is repeated 10 times: the fuel cell with separator 50c is
heated within an electric furnace (at a rate of temperature
increase of 5°C/min), is held at 800°C for 5 hours, and
is then cooled within the electric furnace. Subsequently,
the 500-hour hydrogen test (heating test in hydrogen/air)
is conducted.
[0137] Good test results were exhibited at a thermal
expansion coefficient of the sealing part 62 of 8 ppm/K
to 12 ppm/K and a width D of the mixed layer 63 of 50
mm or more.

(Fourth embodiment)

[0138] A fourth embodiment of the present invention
will next be described. FIG. 26 is a schematic sectional
view of the solid oxide fuel cell stack 10 according to the
fourth embodiment. FIG. 27 is a sectional view of a fuel
cell 40f according to the fourth embodiment. FIG. 28 is
a top view showing the fuel cell body 44 and the metal
separator 53 (fuel cell with separator 50f) according to
the fourth embodiment.
[0139] In the present embodiment, the joint part 61 and
the sealing part 62 are disposed between the fuel cell
body 44 and the metal separator 53, thereby forming a
fuel cell with separator 50f. Along the opening 58, the
lower surface of the metal separator 53 and the upper
surface of the solid electrolyte layer 56 are joined by the
joint part 61, and the sealing part 62 provides a seal be-
tween the lower surface and the upper surface.
[0140] The metal separator 53 is formed of a metal
material which contains iron (Fe) and chromium (Cr) as
main components and Al. As a result, an alumina film is
formed on the surface of the metal separator 53, whereby
oxidation resistance is improved. Also, an affinity for the
Al-containing Ag brazing filler metal of the joint part 61
and the Al-containing glass of the sealing part 62 be-
comes good, whereby joining strength, and airtightness
of the seal (gapless seal at the interface with the metal
separator 53) can be ensured.
[0141] Preferably, the metal separator 53 contains Al
in an amount of 1.5 % by mass to less than 10% by mass
(e.g., 3% by mass). This is for the following reason: at
an Al content of less than 1.5 % by mass, in joining
through the joint part 61 (glass joining), the alumina film
and glass partially react with each other; as a result, Al
is apt to be exhausted, resulting in a deterioration in ox-
idation resistance (at an amount of addition of Al of less
than 1 wt.%, Al is exhausted in a short period of time;
therefore, the effect of oxidation resistance cannot be
expected).
[0142] In view of resistance to exhaustion of Al, pref-
erably, the metal separator 53 contains Al in an amount
of 2% by mass or more. Meanwhile, the metal separator
53 having an Al content of 10% by mass or more becomes
hard and thus difficulty is encountered in working and
relaxing stress.
[0143] Also, if the Al content is 1.5% by mass or more,
an affinity is established between the alumina film of the
metal separator 53 and an Al-containing oxide contained
in the joint part 61 (Ag brazing filler metal), thereby pro-
ducing an anchoring effect and thus enhancing joining.
[0144] Preferably, the metal separator 53 has a thick-
ness of 0.5 mm or less (e.g., 0.1 mm). If the thickness
exceeds 0.5 mm, in forming the solid oxide fuel cell stack
10, stress applied to the joint part 61 and the sealing part
62 which connect the fuel cell body 44 and the metal
separator 53 is not relaxed, potentially resulting in the
occurrence of damage to (cracking of) the joint part 61
and the sealing part 62.
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[0145] The joint part 61 has, for example, a width of 2
mm to 6 mm and a thickness of 10 mm to 80 mm, is dis-
posed along the entire perimeter of the opening 58, and
joins the fuel cell body 44 and the metal separator 53.
[0146] Preferably, the joint part 61 is formed of a braz-
ing filler metal (Ag brazing filler metal) which contains Ag
as a main component and an oxide or compound oxide
of Al. Examples of such a brazing filler metal include an
alloy which contains Ag, and a filler which is stable even
in a reducing atmosphere, such as Al2O3, an Al-contain-
ing spinel-type oxide (e.g., MgAl2O4), or mullite (a com-
pound of aluminum oxide with silicon dioxide), and an
alloy which contains Ag and at least Al as additive. They
may be combined.
[0147] Preferably, in the joining step, the brazing filler
metal is melted in the atmosphere for brazing, since a
material used to form the cathode 55 changes in char-
acteristics in a vacuum or a reducing atmosphere. Ag is
unlikely to be oxidized at a brazing temperature even in
the air atmosphere. Thus, by use of Ag brazing filler met-
al, the fuel cell body 44 and the metal separator 53 can
be joined in the air atmosphere.
[0148] Since an oxide or compound oxide of Al con-
tained in the joint part 61 has an affinity for the alumina
film formed on the surface of the metal separator 53 and
serves as an anchoring material, joining strength is en-
hanced. At the same time, since wettability is improved,
in brazing, there can be prevented a problem in that the
metal separator 53 repels Ag brazing filler metal. Also,
when the joint part 61 suffers sagging of brazing filler
metal or misregistration, the joint part 61 must be brought
into contact with the sealing part 62. Even in such a case,
formation of a gap at the interface between Ag brazing
filler metal and the sealing material can be prevented,
since there is an affinity between Al-containing glass and
an oxide or compound oxide of Al existing on the surface
of Ag brazing filler metal.
[0149] The amount of addition of an oxide or compound
oxide of Al in the joint part 61 is 1% by volume (more
preferably, 2% by volume) to 25% by volume (more pref-
erably, 15% by volume). If the amount of addition ex-
ceeds 25% by volume, the necking between Ag mole-
cules in the joint part 61 weakens; as a result, strength
weakens.
[0150] The sealing part 62 has, for example, a width
of 1 mm to 4 mm and a thickness of 80 mm to 200 mm
and is disposed closer to the opening 58 (inner perimeter)
than is the joint part 61 along the entire perimeter of the
opening 58. The sealing part 62 provides a seal between
the fuel cell body 44 and the metal separator 53 in order
to prevent the mixing of oxidizer gas existing in the open-
ing 58 of the metal separator 53 and fuel gas existing
externally of the opening 58. Since the sealing part 62 is
disposed closer to the opening 58 than is the joint part
61, the joint part 61 is free from contact with oxidizer gas;
i.e., movement of oxygen from the oxidizer gas channel
47 to the joint part 61 is suppressed. As a result, gas
leakage can be prevented, which could otherwise result

from generation of voids in the joint part 61 as a result of
reaction of hydrogen and oxygen. Furthermore, since the
sealing part 62 is disposed between the metal separator
53 and the fuel cell body 44, thermal stress acting on the
sealing part 62 becomes shear stress rather than tensile
stress. Thus, the sealing material becomes unlikely to
crack, and there can be restrained separation at the in-
terface between the sealing part 62 and the metal sep-
arator 53 or the fuel cell body 44, whereby the reliability
of the sealing part 62 can be improved.
[0151] The sealing part 62 is formed of a glass-con-
taining sealing material. The glass contains Al, Mg, and
Zr (or their oxides (Al2O3, MgO, and ZrO2).
[0152] Preferably, the glass contains Al in an amount
of 1 wt.% (more preferably 2 wt.%) to 30 wt.% (more
preferably 20 wt.%) as reduced to Al2O3. If the amount
of addition of Al in glass is less than 1 wt.%, the joint part
61 and the alumina film of the metal separator 53 lose
an affinity for Ag brazing filler metal; as a result, in per-
forming sealing (heat treatment), the joint part 61 and the
alumina film are apt to repel Ag brazing filler metal. If the
amount of addition of Al2O3 exceeds 30 wt.%, the thermal
expansion coefficient reduces; as a result, the thermal
expansion difference between glass and the metal sep-
arator 53 potentially causes the occurrence of cracking
of the sealing material.
[0153] The sealing part 62 can be divided into a sealing
function portion 621, a restraint 623, and a connection
622. The sealing function portion 621 provides a seal
between the metal separator 53 and the fuel cell body
44 to prevent oxidizer gas from coming into contact with
the joint part 61. The restraint 623 is disposed on the
upper surface (front surface) of the metal separator 53
at a position opposite the sealing function portion 621.
Since the restraint 623 cancels stress being caused by
the thermal expansion difference between the metal sep-
arator 53 and the sealing function portion 621, the sep-
aration of the metal separator 53 and the sealing function
portion 621 can be prevented. The connection portion
622 connects the seal functioning portion 621 and the
restraint 623. The connection of the sealing function por-
tion 621 and the restraint 623 for their integration further
improves reliability in joining and sealing.

(Modification 1)

[0154] Modification 1 of the fourth embodiment will next
be described. FIG. 29 is a sectional view of a fuel cell
40g according to modification 1 of the fourth embodiment.
[0155] The fuel cell 40g has a gap between the joint
part 61 and the sealing part 62.
[0156] In this manner, even though the joint part 61
and the sealing part 62 are not in contact with each other,
reliability in joining and sealing can be improved.
[0157] In the fuel cells 40f and 40g, the joint part 61
and the sealing part 62 are in contact with each other or
have a gap therebetween along the entire perimeter of
the opening 58. In its conceivable intermediate mode,
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the joint part 61 and the sealing part 62 are in contact
with each other along a portion of the perimeter of the
opening 58 and are not in contact with each other along
another portion of the perimeter of the opening 58.

(Modification 2)

[0158] Modification 2 of the fourth embodiment will next
be described. FIG. 30 is a sectional view of a fuel cell
40h according to modification 2.
[0159] The fuel cell 40h has only the seal functioning
portion 621 and does not have the restraint 623 and the
connection 622. In this manner, even though only the
sealing function portion 621 is provided, reliability in join-
ing and sealing can be improved.

(Modification 3)

[0160] Modification 3 of the fourth embodiment will next
be described. FIG. 31 is a sectional view of a fuel cell 40i
according to modification 3.
[0161] The fuel cell 40i has a gap between the joint
part 61 and the sealing function portion 621. In this man-
ner, even though the joint part 61 and the sealing function
portion 621 are not in contact with each other, reliability
in joining and sealing can be improved.

(Modification 4)

[0162] Modification 4 of the fourth embodiment will next
be described. FIG. 32 is a sectional view of a fuel cell 40j
according to modification 4.
[0163] In the fuel cell 40j, the boundary between the
joint part 61 and the sealing part 62 is inclined. This in-
clination arises as a result of, for example, sagging of Ag
brazing filler metal or misregistration in performing join-
ing. As a result, the contact area between the metal sep-
arator 53 and the sealing part 62 reduces. Even in this
case, since an affinity between the sealing material and
the metal separator 53 is high, a sufficient seal is provid-
ed.

(Examples)

[0164] FIGS. 33 to 35 are photos showing the section
of a fuel cell according to Example. The degree of mag-
nification increases in the order of FIGS. 33 to 35. In this
Example, all of the metal separator 53, the joint part 61,
and the sealing part 62 contain Al; the joint part 61 is
formed of Ag brazing filler metal which contains Al2O3
powder as additive; and the sealing part 62 is formed of
a sealing material of Al2O3-added glass.
[0165] As shown in FIGS. 34 and 35, the metal sepa-
rator 53, the joint part 61, and the sealing part 62 are in
contact with each other with no gap formed therebe-
tween. An alumina film is formed on the metal separator
53, and, because of a good affinity between the film and
glass, the metal separator 53 is joined without repelling

glass. Also, because of a good affinity between the Al-
containing film of the metal separator 53 and Al2O3 con-
tained in Ag brazing filler metal, the metal separator 53
is joined to Ag brazing filler metal with no gap formed at
the interface therebetween.

(Comparative Example)

[0166] FIG. 36 is a photo showing the section of a fuel
cell according to Comparative Example. FIG. 36 is similar
to FIG. 35 in the degree of magnification. In this Com-
parative Example, the fuel cell has the joint part 61, but
does not have the sealing part 62. As shown in FIG. 36,
as a result of the sealing part 62 being not provided, voids
are likely to be generated in the joint part 61 due to dif-
fusion and bonding of oxygen and hydrogen in the joint
part 61.
[0167] FIG. 37 is a table showing the results of evalu-
ation of those fuel cells which differ in the composition of
the metal separator 53, the amount of addition of Al2O3
to Ag brazing filler metal, and the amount of addition of
Al2O3 to glass.
[0168] In the "Repellence" columns of the table, the
parenthesized letters indicate the following: S: repellence
to separator; A: repellence to Ag brazing filler metal; and
G: repellence to glass.
[0169] Evaluation items are as follows:

(1) Oxidation resistance of metal separator 53

[0170] Oxidation resistance of the metal separator 53
is judged from whether or not abnormal oxidation is ob-
served after an 850°C-1,000-hour durability test in the
atmosphere which contains steam.

(2) Deformability of metal separator 53

[0171] Deformability of the metal separator 53 is
judged from whether or not a steel sheet material having
a thickness t of 0.2 mm cracks after it is bent at 90° and
then stretched.

(3) Repellence of Ag brazing filler metal

[0172] The occurrence of repellence of Ag brazing filler
metal is judged from whether or not repellence to the
metal separator 53 is observed after joining (heat treat-
ment) is performed by use of Ag brazing filler metal.

(4) Strength of Ag brazing filler metal

[0173] The strength of Ag brazing filler metal is judged
from whether or not a steel sheet material having a thick-
ness t of 0.2 mm joined to the metal separator 53 at a
joint (5 mm wide) separates from the metal separator 53
when peeling at the joint is attempted.
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(5) Repellence of glass

[0174] The occurrence of repellence of glass is judged
from whether or not repellence to the metal separator 53
is observed after sealing (heat treatment) is performed
by use of glass.

(6) Cracking of glass

[0175] The occurrence of cracking of glass is judged
by red check method.
[0176] The results of the above evaluation indicate that
the following compositional features are preferred: the Al
content of the metal separator 53 is 1.5% by weight to
10% by weight; the Al oxide content of Ag brazing filler
metal is 1% by weight to 25% by weight; and the Al oxide
content of glass is 1% by weight to 30% by weight.
[0177] When the Al content of the metal separator 53
is 0.5% by weight, oxidation resistance of the metal sep-
arator 53, the strength of joining the metal separator 53
to Ag brazing filler metal, and the affinity of the metal
separator 53 for glass are not sufficient. When the Al
content of the metal separator 53 is 1% by weight, the
strength of joining the metal separator 53 to Ag brazing
filler metal is not sufficient. When the Al content of the
metal separator 53 is 13% by weight, the deformability
of the metal separator 53 is not sufficient. When the Al
oxide content of Ag brazing filler metal is 0.5% by weight,
an affinity between Ag brazing filler metal and the metal
separator 53 and between Ag brazing filler metal and
glass, and the strength of joining Ag brazing filler metal
to the metal separator 53 are not sufficient.
[0178] When the Al oxide content of Ag brazing filler
metal is 28% by weight, the strength of joining Ag brazing
filler metal to the metal separator 53 is not sufficient.
When the Al oxide content of glass is 0.5% by weight, an
affinity between glass and Ag brazing filler metal is not
sufficient. When the Al oxide content of glass is 35% by
weight, glass is apt to crack.

(Fifth embodiment)

[0179] A fifth embodiment of the present invention will
next be described. FIG. 38 is a schematic sectional view
of the solid oxide fuel cell stack 10 according to the fifth
embodiment. FIG. 39 is a sectional view of a fuel cell 40k
according to the fifth embodiment. FIG. 40 is a top view
showing the fuel cell body 44 and the metal separator 53
(fuel cell with separator 50k) according to the fifth em-
bodiment.
[0180] The fuel cell with separator 50k according to the
present embodiment has the joint part 61, the sealing
part 62, and a restraint 63. The joint part 61 and the seal-
ing part 62 are disposed between the fuel cell body 44
and the metal separator 53. Along the opening 58, the
lower surface of the metal separator 53 and the upper
surface of the solid electrolyte layer 56 are joined by the
joint part 61, and the sealing part 62 provides a seal be-

tween the lower surface and the upper surface. The re-
straint 63 is disposed, corresponding to the sealing part
62, on the upper surface of the metal separator 53.
[0181] The joint part 61 is formed of Ag-containing
brazing filler metal and joins the fuel cell body 44 and the
metal separator 53 along the entire perimeter of the open-
ing 58. The joint part 61 (Ag brazing filler metal) has, for
example, a width of 2 mm to 6 mm and a thickness of 10
mm to 80 mm.
[0182] Various brazing filler metals which contain Ag
as a main component can be employed for forming the
joint part 61. An example brazing filler metal is a mixture
of Ag and an oxide, such as Ag-Al2O3 (a mixture of Ag
and Al2O3 (alumina)). Other examples of a mixture of Ag
and an oxide include Ag-CuO, Ag-TiO2, Ag-Cr2O3, and
Ag-SiO2. Also, an alloy of Ag and another metal (e.g.,
Ag-Ge-Cr, Ag-Ti, or Ag-Al) can be used as the brazing
filler metal.
[0183] Even in the air atmosphere, an Ag-containing
brazing filler metal (Ag brazing filler metal) is unlikely to
be oxidized at a brazing temperature. Thus, Ag brazing
filler metal is preferred in view of process efficiency, since
the fuel cell body 44 and the metal separator 53 can be
joined in the air atmosphere by use of Ag brazing filler
metal.
[0184] The sealing part 62 is disposed closer to the
opening 58 (inner perimeter) than is the joint part 61 along
the entire perimeter of the opening 58 and provides a
seal between the fuel cell body 44 and the metal sepa-
rator 53 in order to prevent the mixing of oxidizer gas
existing in the opening 58 of the metal separator 53 and
fuel gas existing externally of the opening 58. Since the
sealing part 62 is disposed closer to the opening 58 than
is the joint part 61, the joint part 61 is free from contact
with oxidizer gas; i.e., movement of oxygen from the ox-
idizer gas channel 47 to the joint part 61 is suppressed.
As a result, gas leakage can be prevented, which could
otherwise result from generation of voids in the joint part
61 as a result of reaction of hydrogen and oxygen. Fur-
thermore, since the sealing part 62 is disposed between
the metal separator 53 and the fuel cell body 44, thermal
stress acting on the sealing part 62 becomes shear stress
rather than tensile stress. Thus, the sealing material be-
comes unlikely to crack, and there can be restrained sep-
aration at the interface between the sealing part 62 and
the metal separator 53 or the fuel cell body 44, whereby
the reliability of the sealing part 62 can be improved.
[0185] The sealing part 62 has, for example, a width
of 0.2 mm to 4 mm and a thickness of 10 mm to 80 mm.
[0186] The restraint 63 is disposed on the main surface
(front surface) of the metal separator 53 at a position
opposite the 62 along the entire perimeter of the opening
58.
[0187] The restraint 63 is formed of a material higher
in thermal expansion coefficient than a material (sealing
material) used to form the sealing part 62.
[0188] Thus, in the course of use of the solid oxide fuel
cell stack 10 (at about 700°C), the metal separator 53 is
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curved toward the sealing part 62; accordingly, force acts
on the sealing part 62 in a direction of pressing (pressure
welding) the sealing part 62, whereby separation at the
interface between the sealing part 62 and the metal sep-
arator 53 (deterioration in sealing performance of the
sealing part 62) is restrained, so that an airtight seal is
improved.
[0189] Also, since the sealing part 62 is disposed along
the entire perimeter of the opening 58, through disposi-
tion of the restraint 63 along the entire perimeter of the
opening 58, the deformation of the metal separator 53
can be restrained along the entire perimeter of the open-
ing 58.
[0190] The sealing part 62 and the restraint 63 can be
formed of a sealing material, such as glass, glass-ceram-
ic (crystallized glass), or a composite of glass and ce-
ramic.
[0191] The sealing part 62 is formed of a sealing ma-
terial having a thermal expansion coefficient of 8 ppm/K
to 12 ppm/K within a temperature range of room temper-
ature to 300°C, and the restraint 63 is formed of a re-
straining material which is 0.5 ppm/K to 2 ppm/K higher
in thermal expansion coefficient than the sealing mate-
rial.
[0192] A material used to form the restraint 63 may be
lower in thermal expansion coefficient than the metal sep-
arator 53.
[0193] The metal separator 53 and the restraint 63 are
formed of metal and glass, respectively; thus, usually,
the restraint 63 is lower in thermal expansion coefficient
than the metal separator 53. Even under such a condition,
the restraint 63 can restrain deformation (deflection) of
the metal separator 53.
[0194] In view of oxidation resistant durability, the met-
al separator 53 is formed of Al-containing ferritic stainless
steel such as SUH21 (18Cr-3Al). Thus, the metal sepa-
rator 53 has a thermal expansion coefficient of 10 ppm/K
to 14 ppm/K within a temperature range of room temper-
ature to 300°C. The sealing material is vulnerable to ten-
sile stress and is apt to crack upon reception of tensile
stress, but is resistant to compressive stress; thus, pref-
erably, the sealing material is lower in thermal expansion
coefficient than the metal separator 53; specifically, pref-
erably, the sealing material has a thermal expansion co-
efficient of 8 ppm/K to 12 ppm/K within a temperature
range of room temperature to 300°C.
[0195] As mentioned above, through control of the
shape of deformation of the metal separator 53, damage
to the sealing part 62 can be restrained. As a result, sep-
aration at the interface between the sealing part 62 and
the metal separator 53 is restrained, thereby prolonging
the life of the joint part 61.

(Method for manufacturing the fuel cell with separator 
50k)

[0196] A method for manufacturing the fuel cell with
separator 50k will next be described. FIGS. 41A to 41E

are sectional views showing the fuel cell with separator
50k in the process of manufacture.
[0197] First, the metal separator 53 having the opening
58 is punched out from, for example, a sheet of SUH21.
Also, a sheet of the solid electrolyte layer 56 is affixed to
one surface of a green sheet of the anode 57 to form a
laminate, and the laminate is once fired. Subsequently,
a material for the cathode 55 is printed on the fired lam-
inate, followed by firing to form the fuel cell body 44.
[0198] The brazing filler metals 611 and 612 are dis-
posed on the fuel cell body 44 and the metal separator
53, respectively (see FIG. 41A). For example, a pasty
Ag-containing brazing filler metal is printed, in a prede-
termined shape, on the upper surface of the solid elec-
trolyte layer 56 of the fuel cell body 44 and on the lower
surface of the metal separator 53, thereby disposing the
brazing filler metals 611 and 612 on the fuel cell body 44
and the metal separator 53, respectively. In place of the
above method, a dispenser may be used to dispose the
brazing filler metals 611 and 612.
[0199] Each of the brazing filler metals 611 and 612
has, for example, a width of 2 mm to 6 mm and a thickness
of 10 mm to 80 mm.
[0200] Next, the sealing material 621 is disposed on
the upper surface of the solid electrolyte layer 56 of the
fuel cell body 44 (see FIG. 41B). For example, the sealing
material 621 can be disposed on the upper surface of
the solid electrolyte layer 56 of the fuel cell body 44 by
printing a glass-containing paste as the sealing material.
In place of the above method, a dispenser may be used
to dispose the sealing material 621. Also, the sealing
material 621 may be printed on the lower surface of the
metal separator 53.
[0201] The sealing material 621 has, for example, a
width of 0.2 mm to 4 mm and a thickness of 10 mm to 80
mm.
[0202] The brazing filler metals 611 and 612 and the
sealing material 621 are melted to join the fuel cell body
44 and the metal separator 53 (forming the joint part 61)
and to form the sealing part 62 (see FIG. 41C). The fuel
cell body 44 and the metal separator 53 on which the
brazing filler metals 611 and 612 are disposed are
brought into contact with each other and are then heated
at a temperature of, for example, 850°C to 1,100°C,
whereby the brazing filler metals 611 and 612 are melted
to join the fuel cell body 44 and the metal separator 53.
At this time, the sealing material 621 is also melted si-
multaneously to provide a seal between the fuel cell body
44 and the metal separator 53 (forming the sealing part
62).
[0203] A restraining material 631 which is 0.5 ppm/K
to 2 ppm/K higher in thermal expansion coefficient than
the sealing material 621 is disposed on the metal sepa-
rator 53 (see FIG. 41D). For example, by printing a glass-
containing paste as the restraining material 631 on the
upper surface of the metal separator 53, the restraining
material 631 can be disposed at a predetermined posi-
tion. In place of the above method, a dispenser may be
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used to dispose the restraining material 631.
[0204] The restraining material 631 has, for example,
a width of 0.2 mm to 4 mm and a thickness of 10 mm to
200 mm and is thicker than the sealing material 621.
[0205] The sealing material 621 and the restraining
material 631 are melted to form the restraint 63 (see FIG.
41E). The fuel cell body 44 and the metal separator 53
which are joined by the joint part 61 and have the sealing
part 62 formed therebetween and the restraining material
631 formed thereon are heated at a temperature of, for
example, 850°C to 1,100°C, whereby the restraining ma-
terial 631 is melted to form the restraint 63.
[0206] By the process mentioned above, the fuel cell
with separator 50k (the fuel cell body 44 to which the
metal separator 53 is joined) of the present embodiment
is manufactured.

(Method for manufacturing the solid oxide fuel cell stack 
10)

[0207] The cathode frame 51 and the anode frame 54
having respectively predetermined shapes are punched
out from, for example, a sheet of SUH21. Meanwhile, the
end plates 11 and 12 and the interconnectors 41 and 45
having respectively predetermined shapes are punched
out from, for example, a sheet of ZMG232, a product of
Hitachi Metals, Ltd. The insulation frame 52 is manufac-
tured by working on, for example, a mica sheet.
[0208] The insulation frame 52, the cathode frame 51,
and the interconnector 41 are disposed, in this order, on
the metal separator 53 on the cathode 55 side of the fuel
cell body 44 of the fuel cell with separator 50k manufac-
tured by the manufacturing method described above,
whereas the anode frame 54 and the interconnector 45
are disposed, in this order, on the metal separator 53 on
the anode 57 side, thereby yielding the fuel cell 40k.
[0209] A plurality of the fuel cells 40k are stacked; the
end plates 11 and 12 are disposed on the top and the
bottom, respectively, of the stack; by use of the bolts 21
to 23 and the nuts 35, the plurality of fuel cells 40k are
fixedly held between the end plates 11 and 12, thereby
yielding the solid oxide fuel cell stack 10.

(Sixth embodiment)

[0210] A sixth embodiment of the present invention will
next be described. FIG. 42 is a sectional view of a fuel
cell 401 according to the sixth embodiment. FIG. 43 is
an exploded perspective view showing, in an exploded
condition, the fuel cell body 44 and the metal separator
53 of the sixth embodiment (fuel cell with separator 501).
[0211] The fuel cell 401 has a connection part 64 dis-
posed on the side surface of the opening 58. That is, the
connection part 64 connects and thus integrates a seal-
ing part 62a and a restraint 63a. The integration of the
sealing part 62a and the restraint 63a further enhances
restraining force, whereby the deformation (deflection)
of the metal separator 53 can be further restrained.

[0212] As mentioned above, the restraint 63a is formed
of a material higher in thermal expansion coefficient than
a material (sealing material) used to form the sealing part
62a, and holds, together with the sealing part 62a, the
metal separator 53 therebetween. Thus, in the course of
use of the solid oxide fuel cell stack 10, the metal sepa-
rator 53 is curved toward the sealing part 62a; accord-
ingly, force acts on the sealing part 62a in a direction of
pressing (pressure welding) the sealing part 62a. This
force restrains separation at the interface between the
sealing part 62a and the metal separator 53 (deterioration
in sealing performance of the sealing part 62), thereby
improving an airtight seal.
[0213] The connection part 64 formed of the sealing
material 621 or the restraining material 631 is also dis-
posed, along the opening 58, on the side surface of the
opening 58 in addition to the upper and lower surfaces
of the metal separator 53, whereby deformation of the
metal separator 53 is further effectively hindered. That
is, the sealing part 62a, the restraint 63a, and the con-
nection part 64 fix the metal separator 53 in a gripping
manner, thereby further restraining separation at the in-
terface between the sealing part 62a and the metal sep-
arator 53.
[0214] Also, the integration of the sealing part 62a and
the restraint 63a contributes to a substantial increase in
the width of the sealing part 62a, thereby reliably improv-
ing sealing provided by the sealing part 62a. As men-
tioned above, the sealing part 62a suppresses movement
of oxidizer gas from the oxidizer gas channel 47 to the
joint part 61. The integration of the sealing part 62a and
the restraint 63a increases the length (width, seal path)
of the sealing part 62a on a path extending from the ox-
idizer gas channel 47 to the joint part 61. As a result,
sealing provided by the sealing part 62a reliably im-
proves.
[0215] In FIG. 42, the connection part 64 and the re-
straint 63a are formed of the same material. However, it
is also possible to form the connection part 64 and the
sealing part 62a from the same material; even in such
configuration, as compared with the case where the con-
nection part 64 is not provided, there can be reliably im-
proved restraint of separation at the interface between
the sealing part 62a and the metal separator 53 and the
reliability of sealing attained through an increase in seal
path.
[0216] As is understandable from the above, the
boundary between the material of the sealing part 62a
and the material of the restraint 63a is allowed to shift to
a certain extent in the thickness direction of the metal
separator 53.
[0217] In the present embodiment, the boundary be-
tween the material of the sealing part 62a and the re-
straint 63a is relatively clear such that components vary
discontinuously. By contrast, at the boundary between
the material of the sealing part 62a and the restraint 63a,
components vary continuously; accordingly, the bound-
ary is allowed to be unclear (blurred).
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(Modification of sixth embodiment)

[0218] A modification of the sixth embodiment will next
be described. FIG. 44 is a sectional view of a fuel cell
40m according to the modification of the sixth embodi-
ment. FIG. 45 is an exploded perspective view showing,
in an exploded condition, the fuel cell body 44 and the
metal separator 53 (fuel cell with separator 50m) accord-
ing to the modification of the sixth embodiment.
[0219] The fuel cell 40m has a gap (space) between
the joint part 61 and the sealing part 62b. In this manner,
even though the joint part 61 and the sealing part 62b
are not in contact with each other, the deformation (de-
flection) of a portion of the metal separator 53, which
portion overlaps with the sealing part 62b, can be re-
strained.
[0220] In the fuel cells 401 and 40m, the joint part 61
and the seals 62a and 62b are in contact with each other
or have a gap 65 therebetween, along the entire perim-
eter of the opening 58. In its conceivable intermediate
mode, the joint part 61 and the seal 62a are in contact
with each other along a portion of the perimeter of the
opening 58 and the joint part 61 and the seal 62b are not
in contact with each
other along another portion of the perimeter of the open-
ing 58.
[0221] Also, as in the case of the fuel cell 40k, the gap
(space) 65 may be provided between the joint part 61
and the sealing part 62b without the connection part 64
being provided.

(Seventh embodiment)

[0222] A seventh embodiment of the present invention
will next be described. FIG. 46 is a schematic sectional
view of the solid oxide fuel cell stack 10 according to the
seventh embodiment. FIG. 47 is a sectional view of a fuel
cell 40n according to the seventh embodiment. FIG. 48
is an exploded perspective view showing, in an exploded
condition, the fuel cell body 44 and the metal separator
53 (fuel cell with separator 50n) according to the seventh
embodiment.
[0223] The fuel cell with separator 50n according to
the present embodiment has the joint part 61, the sealing
part 62, and the restraint 63. The joint part 61 and the
sealing part 62 are disposed between the fuel cell body
44 and the metal separator 53. Along the opening 58,
the lower surface of the metal separator 53 and the upper
surface of the solid electrolyte layer 56 are joined by the
joint part 61, and the sealing part 62 provides a seal be-
tween the lower surface and the upper surface. The re-
straint 63 is disposed, corresponding to the sealing part
62, on the upper surface of the metal separator 53.
[0224] The joint part 61 is formed of Ag-containing
brazing filler metal and joins the fuel cell body 44 and the
metal separator 53 along the entire perimeter of the open-
ing 58. The joint part 61 (Ag brazing filler metal) has, for
example, a width of 2 mm to 6 mm and a thickness of 10

mm to 80 mm.
[0225] Various brazing filler metals which contain Ag
as a main component can be employed for forming the
joint part 61. An example brazing filler metal is a mixture
of Ag and an oxide, such as Ag-Al2O3 (a mixture of Ag
and Al2O3 (alumina)). Other examples of a mixture of Ag
and an oxide include Ag-CuO, Ag-TiO2, Ag-Cr2O3, and
Ag-SiO2. Also, an alloy of Ag and another metal (e.g.,
Ag-Ge-Cr, Ag-Ti, or Ag-Al) can be used as the brazing
filler metal.
[0226] Even in the air atmosphere, an Ag-containing
brazing filler metal (Ag brazing filler metal) is unlikely to
be oxidized at a brazing temperature. Thus, Ag brazing
filler metal is preferred in view of process efficiency, since
the fuel cell body 44 and the metal separator 53 can be
joined in the air atmosphere by use of Ag brazing filler
metal.
[0227] The sealing part 62 is disposed closer to the
opening 58 (inner perimeter) than is the joint part 61 along
the entire perimeter of the opening 58 and provides a
seal between the fuel cell body 44 and the metal sepa-
rator 53 in order to prevent the mixing of oxidizer gas
existing in the opening 58 of the metal separator 53 and
fuel gas existing externally of the opening 58.
[0228] Since the sealing part 62 is disposed closer to
the opening 58 (inner perimeter) than is the joint part 61,
the joint part 61 is free from contact with oxidizer gas;
i.e., movement of oxygen from the oxidizer gas channel
47 to the joint part 61 is suppressed. As a result, gas
leakage can be prevented, which could otherwise result
from generation of voids in the joint part 61 as a result of
reaction of hydrogen and oxygen.
[0229] The sealing part 62 has, for example, a width
of 0.2 mm to 4 mm and a thickness of 10 mm to 80 mm.
[0230] The restraint 63 is disposed on the front surface
of the metal separator 53 at a position opposite the 62
along the entire perimeter of the opening 58.
[0231] The restraint 63 is formed of the same material
(i.e., having the same thermal expansion coefficient) as
that used to form the sealing part 62, and holds, together
with the sealing part 62, the metal separator 53 therebe-
tween. As a result, the deformation of the metal separator
53 is restrained at the time of operation of the fuel cell
stack 10.
[0232] Notably, the "same material" encompasses not
only the completely same material but also substantially
the same material. A material which differs in composition
to some extent is acceptable so long as the material con-
tributes to prevention of the above-mentioned separation
(deterioration in sealing performance). For example, a
material which differs in percentage composition by
about 1% by weight may be considered as substantially
the same material.
[0233] In the case where the restraint 63 is not dis-
posed, at the time of operation of the solid oxide fuel cell
stack 10, both of the metal separator 53 and the sealing
part 62 are heated to about 700°C and are deformed
(thermally expanded). Since the metal separator 53 and
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the sealing part 62 differ in thermal expansion coefficient,
they differ in the amount of deformation; accordingly,
thermal stress is generated between the metal separator
53 and the sealing part 62 to cause warpage of the metal
separator 53. As a result, separation may possibly occur
at the interface between the sealing part 62 and the metal
separator 53, potentially resulting in deterioration in seal-
ing performance of the sealing part 62.
[0234] If the restraint 63 formed of the same material
as the sealing material is disposed at a position opposite
the sealing part 62, at the time of operation of the solid
oxide fuel cell stack 10, thermal stress generated be-
tween the metal separator 53 and the sealing part 62 (on
the back surface side of the metal separator 53) balances
with thermal stress generated between the metal sepa-
rator 53 and the restraint 63 (on the front surface side of
the metal separator 53). As a result, warpage of the metal
separator 53 is restrained; accordingly, separation at the
interface between the metal separator 53 and the sealing
part 62 (deterioration in sealing performance of the seal-
ing part 62) is prevented.
[0235] When the metal separator 53 is thick, rigidity of
the metal separator 53 increases; accordingly, difficulty
is encountered in mitigating stress generated from the
thermal expansion difference between the fuel cell body
44 and the metal separator 53, potentially resulting in the
occurrence of cracking of the fuel cell body 44. Mean-
while, when the metal separator 53 is thin, rigidity reduc-
es; accordingly, mitigation of stress generated from ther-
mal expansion difference is facilitated to restrain the gen-
eration of cracking of the fuel cell body 44; however,
warpage of the metal separator 53 is apt to occur in the
course of cooling due to the thermal expansion difference
between the joining material of the joint part 61 and the
sealing material of the sealing part 62. The present em-
bodiment employs a thin metal separator 53 to facilitate
mitigation of stress generated from the thermal expan-
sion difference between the joining material and the seal-
ing material, as well as the restraint 63 to prevent the
warpage.
[0236] In the present embodiment, similar to the joint
part 61 (brazing filler metal), the sealing part 62 is dis-
posed between the metal separator 53 and the fuel cell
body 44. Thus, stress applied to the sealing part 62 is
shear stress; therefore, the sealing part 62 becomes un-
likely to crack.
[0237] Because of its position, the sealing part 62 has
a thickness equivalent to that of the joint part 61 (brazing
filler metal).
[0238] If the restraint 63 is thin, a restraining effect is
small; thus, preferably, the restraint 63 has a thickness
equivalent to or greater than that of the sealing part 62.
[0239] The sealing part 62 can be formed of a glass-
containing sealing material, such as glass, glass-ceramic
(crystallized glass), or a composite of glass and ceramic.
For example, glass G018-311, a product of SCHOTT,
can be used.
[0240] Since the sealing part 62 is disposed along the

entire perimeter of the opening 58, by means of the re-
straint 63 being disposed along the entire perimeter of
the opening 58, deformation of the metal separator 53
can be restrained along the entire perimeter of the open-
ing 58.
[0241] The material of the restraint 63 may be lower in
thermal expansion coefficient than the metal separator
53.
[0242] The metal separator 53 and the restraint 63 are
formed of metal and glass, respectively; thus, usually,
the restraint 63 is lower in thermal expansion coefficient
than the metal separator 53. Even under such condition,
the restraint 63 can restrain deformation of the metal sep-
arator 53.
[0243] As will be described later, preferably, the seal-
ing material has a thermal expansion coefficient of 8
ppm/K to 12 ppm/K within a temperature range of room
temperature to 300°C.
[0244] As mentioned above, damage to the sealing
part 62 resulting from deformation of the metal separator
53 is restrained. As a result, the generation of voids in
the joint part 61 is restrained, thereby prolonging the life
of the fuel cell with separator 50n.

(Method for manufacturing the fuel cell with separator 
50n)

[0245] A method for manufacturing the fuel cell with
separator 50n (the fuel cell body 44 to which the metal
separator 53 is joined) will next be described. FIGS. 49A
to 49E are sectional views showing the fuel cell with sep-
arator 50n in the process of manufacture.
[0246] First, the metal separator 53 having the opening
58 is punched out from, for example, a sheet of SUH21
(18Cr-3Al (Al-containing ferritic stainless steel)).
[0247] A sheet of the solid electrolyte layer 56 is affixed
to one surface of a green sheet of the anode 57 to form
a laminate, and the laminate is once fired. Subsequently,
a material for the cathode 55 is printed on the fired lam-
inate, followed by firing to form the fuel cell body 44.
[0248] The brazing filler metals 611 and 612 are dis-
posed on the fuel cell body 44 and the metal separator
53, respectively (see FIG. 49A). For example, a pasty
Ag-containing brazing filler metal is printed, in a prede-
termined shape, on the upper surface of the solid elec-
trolyte layer 56 of the fuel cell body 44 and on the lower
surface of the metal separator 53, thereby disposing the
brazing filler metals 611 and 612 on the fuel cell body 44
and the metal separator 53, respectively.
[0249] In place of the above method, a dispenser or
the like may be used to dispose the brazing filler metals
611 and 612.
[0250] Each of the brazing filler metals 611 and 612
has, for example, a width of 2 mm to 6 mm and a thickness
of 10 mm to 80 mm.
[0251] Next, the sealing material 621 is disposed on
the upper surface of the solid electrolyte layer 56 of the
fuel cell body 44 (see FIG. 49B). For example, the sealing
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material 621 can be disposed on the upper surface of
the solid electrolyte layer 56 of the fuel cell body 44 by
printing a glass-containing paste as the sealing material.
[0252] The sealing material 621 has, for example, a
width of 0.2 mm to 4 mm and a thickness of 10 mm to 80
mm.
[0253] In place of the above method, a dispenser may
be used to dispose the sealing material 621.
[0254] The sealing material 621 may be printed on the
lower surface of the metal separator 53 rather than on
the upper surface of the solid electrolyte layer 56. Also,
the sealing material 621 may be disposed on both of the
upper surface of the solid electrolyte layer 56 and the
lower surface of the metal separator 53.
[0255] The brazing filler metals 611 and 612 and the
sealing material 621 are melted to join the fuel cell body
44 and the metal separator 53 (forming the joint part 61)
and to form the sealing part 62 (see FIG. 49C). The fuel
cell body 44 and the metal separator 53 on which the
brazing filler metals 611 and 612 are disposed are
brought into contact with each other and are then heated
at a temperature of 850°C to 1,100°C, whereby the braz-
ing filler metals 611 and 612 are melted to join the fuel
cell body 44 and the metal separator 53. At this time, the
sealing material 621 is also melted simultaneously to pro-
vide a seal between the fuel cell body 44 and the metal
separator 53.
[0256] A restraining material 631 having the same
composition as that of the sealing material 621 is dis-
posed on the metal separator 53 (see FIG. 49D). For
example, by printing a glass-containing paste as the re-
straining material on the upper surface of the metal sep-
arator 53, the restraining material 631 can be disposed
at a predetermined position. In place of the above meth-
od, a dispenser may be used to dispose the restraining
material 631.
[0257] The restraining material 631 has, for example,
a width of 0.2 mm to 4 mm and a thickness of 10 mm to
200 mm and is thicker than the sealing material 621.
[0258] The sealing material 621 and the restraining
material 631 are melted to form the restraint 63 (see FIG.
49E). The fuel cell body 44 and the metal separator 53
which are joined by the joint part 61 and are sealed by
the sealing part 62 and which have the restraining ma-
terial 631 formed thereon are heated at a temperature
of, for example, 850°C to 1,100°C, whereby the restrain-
ing material 631 is melted to form the restraint 63.
[0259] By the process mentioned above, the fuel cell
with separator 50n (the fuel cell body 44 to which the
metal separator 53 is joined) of the present embodiment
is manufactured.

(Method for manufacturing the solid oxide fuel cell stack 
10)

[0260] The cathode frame 51 and the anode frame 54
having respectively predetermined shapes are punched
out from, for example, a sheet of SUH21. Meanwhile, the

end plates 11 and 12 and the interconnectors 41 and 45
having respectively predetermined shapes are punched
out from, for example, a sheet of ZMG232, a product of
Hitachi Metals, Ltd. The insulation frame 52 can be man-
ufactured by working on, for example, a mica sheet.
[0261] The insulation frame 52, the cathode frame 51,
and the interconnector 41 are disposed, in this order, on
the metal separator 53 on the cathode 55 side of the fuel
cell body 44 of the fuel cell with separator 50n manufac-
tured by the manufacturing method described above,
whereas the anode frame 54 and the interconnector 45
are disposed, in this order, on the metal separator 53 on
the anode 57 side, thereby yielding the fuel cell 40n.
[0262] A plurality of the fuel cells 40n are stacked; the
end plates 11 and 12 are disposed on the top and the
bottom, respectively, of the stack; by use of the bolts 21
to 23 and the nuts 35, the plurality of fuel cells 40n are
fixedly held between the end plates 11 and 12, thereby
yielding the solid oxide fuel cell stack 10.

(Eighth embodiment)

[0263] An eighth embodiment of the present invention
will next be described. FIG. 50 is a sectional view of a
fuel cell 40p according to the eighth embodiment. FIG.
51 is an exploded perspective view showing, in an ex-
ploded condition, the fuel cell body 44 and the metal sep-
arator 53 (fuel cell with separator 50p).
[0264] The fuel cell 40p has the connection part 64
disposed on the side surface of the opening 58 and
formed of the same material as the material (sealing ma-
terial) of the sealing part 62a. That is, the connection part
64 connects and thus integrates the sealing part 62a and
the restraint 63a.
[0265] The integration of the sealing part 62 a and the
restraint 63a further restrains the deformation (deflec-
tion) of the metal separator 53. As mentioned above, the
restraint 63a is formed of the same material (i.e., having
the same thermal expansion coefficient) as that used to
form the sealing part 62a, and holds, together with the
sealing part 62a, the metal separator 53 therebetween,
whereby the deformation of the metal separator 53 is
restrained at the time of operation of the solid oxide fuel
cell stack 10. The same material (having substantially
the same thermal expansion coefficient) as that (sealing
material) of the sealing part 62a is also disposed, along
the opening 58, on the side surface of the opening 58 in
addition to the upper and lower surfaces of the metal
separator 53, whereby deformation of the metal separa-
tor 53 is further effectively hindered.
[0266] Also, the integration of the sealing part 62a and
the restraint 63a contributes to a substantial increase in
the width of the sealing part 62a, so-called the seal path,
thereby reliably improving sealing performance of the
sealing part 62a. As mentioned above, since the sealing
part 62 a hinders movement of oxidizer gas from the ox-
idizer gas channel 47 to the joint part 61, the integration
of the sealing part 62 a and the restraint 63a increases
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the length of the sealing part 62a (seal path) on a path
extending from the oxidizer gas channel 47 to the joint
part 61. As a result, the sealing performance of the seal-
ing part 62a is enhanced.
[0267] The fuel cell with separator 50p (the fuel cell
body 44 to which the metal separator 53 is joined) of the
present embodiment can be manufactured by the follow-
ing method. FIGS. 52A to 52E are sectional views show-
ing the fuel cell with separator 50p in the process of man-
ufacture.
[0268] Except for the steps of forming the joint part 61,
the sealing part 62a, and the restraint 63a, similar steps
are employed; thus, the description of the similar steps
is omitted, and the steps of forming the joint part 61, the
sealing part 62a, and the restraint 63a will be described
below.
[0269] The brazing filler metals 611 and 612 are dis-
posed on the fuel cell body 44 and the metal separator
53, respectively (see FIG. 52A). For example, a pasty
Ag-containing brazing filler metal is printed, in a prede-
termined shape, on the upper surface of the solid elec-
trolyte layer 56 of the fuel cell body 44 and on the lower
surface of the metal separator 53, thereby disposing the
brazing filler metals 611 and 612 on the fuel cell body 44
and the metal separator 53, respectively.
[0270] In place of the above method, a dispenser or
the like may be used to dispose the brazing filler metals
611 and 612.
[0271] Each of the brazing filler metals 611 and 612
has, for example, a width of 2 mm to 6 mm and a thickness
of 10 mm to 80 mm.
[0272] The brazing filler metals 611 and 612 are melted
to join the fuel cell body 44 and the metal separator 53
(forming the joint part 61; see FIG. 52B). The fuel cell
body 44 and the metal separator 53 on which the brazing
filler metals 611 and 612 are disposed are brought into
contact with each other and are then heated at a tem-
perature of, for example, 850°C to 1,100°C, whereby the
brazing filler metals 611 and 612 are melted to join the
fuel cell body 44 and the metal separator 53.
[0273] The restraining material 631 having the same
composition as that of the sealing material 621 is dis-
posed such that the restraining material 631 extends from
the fuel cell body 44 onto the metal separator 53 (see
FIG. 52C). For example, a glass-containing paste is ap-
plied as the sealing material by use of a dispenser, where-
by the restraining material 631 can be disposed in a re-
gion ranging from the fuel cell body 44 to the metal sep-
arator 53. In place of the above method, printing may be
performed to dispose the restraining material 631.
[0274] The restraining material 631 has, for example,
a width of 0.2 mm to 4 mm and a thickness of 10 mm to
200 mm.
[0275] The sealing material 621 is disposed between
the fuel cell body 44 and the metal separator 53 (see
FIG. 52D). For example, by vacuum defoaming, air bub-
bles are evacuated from a space between the fuel cell
body 44 and the metal separator 53, whereby the sealing

material 621 can be disposed.
[0276] Vacuum defoaming is performed, for example,
as follows: the fuel cell body 44 and the metal separator
53 are placed within a container; then, air is evacuated
from the container by use of a vacuum pump or the like
to establish a vacuum within the container. This evacu-
ates air bubbles (air) from the gap between the fuel cell
body 44 and the metal separator 53 to the interior of the
container through the sealing material 621 (vacuum de-
foaming). As a result, the gap between the fuel cell body
44 and the metal separator 53 is filled with the sealing
material 621 (disposing the sealing material 621).
[0277] Preferably, for evacuation of air bubbles, the
sealing material 621 is low in viscosity to a certain extent.
Conceivably, for example, the temperature of the sealing
material 621 is increased above room temperature to de-
crease viscosity.
[0278] The sealing material 621 and the restraining
material 631 are melted to form the sealing part 62a and
the restraint 63a (see FIG. 52E). The fuel cell body 44
and the metal separator 53 which are joined by the joint
part 61 and on which the sealing material 621 and the
restraining material 631 are disposed are heated at a
temperature of, for example, 850°C to 1,100°C, whereby
the sealing material 621 and the restraining material 631
are melted to form the sealing part 62a and the restraint
63a.
[0279] By the process mentioned above, the fuel cell
with separator 50p (the fuel cell body 44 to which the
metal separator 53 is joined) is manufactured.

(Modification of eighth embodiment)

[0280] A modification of the eighth embodiment will
next be described. FIG. 53 is a sectional view of a fuel
cell 40q according to the modification of the eighth em-
bodiment. FIG. 54 is an exploded perspective view show-
ing, in an exploded condition, the fuel cell body 44 and
the metal separator 53 (fuel cell with separator 50q) ac-
cording to the modification of the eighth embodiment.
[0281] The fuel cell 40q has a gap (space) between
the joint part 61 and the sealing part 62b. In this manner,
even though the joint part 61 and the sealing part 62b
are not in contact with each other, the deformation of the
metal separator 53 can be restrained.
[0282] In the fuel cells 40p and 40q, the joint part 61
and the seals 62a and 62b are in contact with each other
or have a gap therebetween, along the entire perimeter
of the opening 58. In its conceivable intermediate mode,
the joint part 61 and the seal 62a are in contact with each
other along a portion of the perimeter of the opening 58
and the joint part 61 and the seal 62b are not in contact
with each other along another portion of the perimeter of
the opening 58.
[0283] Also, as in the case of the fuel cell 40n, the gap
(space) may be provided between the joint part 61 and
the sealing part 62 without the connection part 64 being
provided.

49 50 



EP 2 892 098 B1

27

5

10

15

20

25

30

35

40

45

50

55

(Durability test of solid oxide fuel cell stack 10)

[0284] The durability test of the solid oxide fuel cell
stack 10 will next be described. Herein, the solid oxide
fuel cell stacks 10 corresponding to the second embod-
iment are manufactured and tested.

<Samples>

[0285] The prepared samples (solid oxide fuel cell
stacks 10) are described below. The following samples
which differ in the boundary length L are manufactured.
The boundary length L is a direct distance between the
interface of the sealing material 621 with the oxidizer gas
atmosphere and the interface of the sealing material 621
with the fuel gas atmosphere.
[0286]

• Metal separator 53
Material of metal separator 53: ferritic SUS (SUH21)

• Joint part 61

Material of joint part 61: Ag brazing filler metal
Thickness of joint part 61: 10 mm to 80 mm
Width of joint part 61:4 mm
Method of forming joint part 61: A paste which
contains brazing filler metal is printed and melt-
ed in the atmosphere.

• Sealing part 62, restraint 63, connection part 64
Material of sealing part 62, restraint 63, and connec-
tion part 64: glass having a thermal expansion coef-
ficient of 10 ppm/K

<Test method>

[0287] Hydrogen and the air were used as fuel gas and
oxidizer gas, respectively, and the samples of the solid
oxide fuel cell stacks 10 were operated for 500 hours
while the metal separators 53 were held at 750°C.
[0288] The tested samples are measured for porosity
of the joint parts 61. The samples are disassembled, and
the cross sections of the joint parts 61 are observed for
measuring porosity. Specifically, the images of the cross
sections were captured by the optical microscope, and
the area ratio between pores (black portions) and sound
portions (white portions) was calculated to obtain poros-
ity. A porosity of 0% indicates that no pores exist.
[0289] FIG. 55 shows the relation between the bound-
ary length (width) L and porosity R. The test results reveal
that the employment of a boundary length (width) L of
100 mm or more significantly reduces the porosity R. This
indicates that connecting the sealing part 62 and the re-
straint 63 (forming the connection part 64) is effective for
improving the reliability of sealing provided by the sealing
part 62 and preventing the generation of pores in the joint
part 61.
[0290] A certain amount of difference in thermal ex-

pansion coefficient is acceptable. Sealing materials hav-
ing a thermal expansion coefficient of about 8 ppm/K to
12 ppm/K within a temperature range of room tempera-
ture to 300°C are usable.

(Other embodiments)

[0291] The present invention is not limited to the above
embodiments, but may be embodied in expanded or
modified forms, and such expanded or modified embod-
iments are encompassed by the technical scope of the
present invention.
[0292] In the above embodiments, for application to
the anode-support-type fuel cells, the metal separator 53
is joined to the upper surface of the solid electrolyte layer
56 (on the cathode 55 side). By contrast, in the case of,
for example, the solid electrolyte support type and the
cathode support type, the metal separator 53 may be
joined to the lower surface of the solid electrolyte layer
56 (on the anode 57 side). In this case, the anode 57 is
formed smaller than the solid electrolyte layer 56 and is
disposed within the opening 58 to be not exposed to ox-
idizer gas.

DESCRIPTION OF REFERENCE NUMERALS

[0293] 10: solid oxide fuel cell stack; 11, 12: end plate;
21, 22: bolt; 31, 32: through hole; 35: nut; 40: fuel cell;
41, 45: interconnector; 42: current collector; 43: frame;
44: fuel cell body; 46: opening; 47: oxidizer gas channel;
48: fuel gas channel; 50: fuel cell with separator; 51: cath-
ode frame; 52: insulation frame; 53: metal separator; 54:
anode frame; 55: cathode; 56: solid electrolyte layer; 57:
anode; 58: opening; 61, 61a, 61b: joint part; 611, 612:
brazing filler metal; and 62: sealing part.

Claims

1. A fuel cell with separator (50) comprising
a fuel cell body (44) having a cathode (55), an anode
(57), and a solid electrolyte layer (56) disposed be-
tween the cathode (55) and the anode (57);
a plate-like metal separator (53) having first and sec-
ond main surfaces and an opening (58) in the form
of a through hole extending therethrough between
the upper surface and the lower surface thereof, and
the cathode of the fuel cell body (44) is disposed in
the opening (58),
a joint (61, 61a, 61b, 611, 612) formed of an Ag-
containing brazing filler metal (and adapted to join
the fuel cell body (44) and the first main surface of
the metal separator (53), wherein the lower surface
of the metal separator (53) and the upper surface of
the solid electrolyte layer (56) are joined together by
the joint part; and characterized in that
a seal (62, 62a, 62b, 621, 622, 623, 621) formed of
a glass-containing sealing material and disposed
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closer to the opening (58) than is the joint (61, 61a,
61b, 611, 612), the seal (62, 62a, 62b, 621, 622, 623,
621) being located between the first main surface of
the plate-like metal separator and the fuel cell body
(44) and extending along the entire perimeter of the
opening (46).

2. A fuel cell with separator (50) according to claim 1,
wherein
the joint (61a, 61b) has a first joint portion (61a) and
a second joint portion (61b) located closer to the
opening (58) than is the first joint portion (61a), and
the second joint portion (61b) is lower in oxygen dif-
fusion coefficient than the first joint portion (61a).

3. A fuel cell with separator (50) according to claim 1,
wherein the metal separator (53) contains Al in an
amount of 0.1% by mass to 10% by mass,
and/or
wherein the metal separator (53) has a thickness of
0.5 mm or less.

4. A fuel cell with separator (50) according to claim 1,
wherein a gap exists between the joint (61, 61a, 61b,
611, 612) and the seal (62, 62a, 62b, 621, 622, 623,
621).

5. A fuel cell with separator (50) according to claim 1,
wherein the brazing filler metal is higher in melting
temperature than the sealing material.

6. A fuel cell with separator (50) according to claim 1,
wherein a portion of the seal (62, 62a, 62b, 621, 622,
623, 621) located toward the joint has an Ag-con-
taining mixed layer (63);
and optionally,
in the mixed layer, Ag content is highest at a portion
located toward the joint (61, 61a, 61b, 611, 612),
and/or
the joint (61, 61a, 61b, 611, 612) and the mixed layer
(63) are disposed along the entire perimeter of the
opening (58),
and/or
the seal (62, 62a, 62b, 621, 622, 623, 621) has a
thermal expansion coefficient of 8 ppm/K to 12
ppm/K within a temperature range of room temper-
ature to 300°C, and the mixed layer (63) has a width
of 50 mm or more,
and/or
the joint (61, 61a, 61b, 611, 612) contains an oxide
whose oxygen dissociation pressure is lower than 1
3 10-13 Pa at 800°C, wherein the oxide contained
in the joint is preferably of Al or In.

7. A fuel cell with separator (50) according to claim 1,
wherein
the metal separator (53) contains Al in an amount of
1.5% by mass to 10% by mass; the joint (61, 61a,

61b, 611, 612) contains an oxide or compound oxide
of Al in an amount of 1% by volume to 25% by vol-
ume; and
the seal (62, 62a, 62b, 621, 622, 623, 621) contains
Al in an amount of 1% by mass to 30% by mass as
reduced to Al2O3.

8. A fuel cell with separator (50) according to claim 7,
wherein
the metal separator (53) contains Al in an amount of
2% by mass to 10% by mass;
the joint (61, 61a, 61b, 611, 612) contains an oxide
or compound oxide of Al in an amount of 2% by vol-
ume to 15% by volume; and
the seal (62, 62a, 62b, 621, 622, 623, 621) contains
Al in an amount of 2% by mass to 20% by mass as
reduced to Al2O3,
and/or
at least a portion of the oxide or compound oxide of
Al is disposed at the interface between the metal
separator (53) and the joint (61, 61a, 61b, 611, 612),
and/or,
the oxide or compound oxide of Al is Al2O3, an Al-
containing spinel-type oxide, or mullite.

9. A fuel cell with separator (50) according to claim 7,
further comprising a restraint (63, 63a, 631) formed
of the same material as the sealing material and dis-
posed on the second main surface of the metal sep-
arator (53) at a position opposite the seal (62, 62a,
62b, 621, 622, 623, 621), wherein the seal (62, 62a,
62b, 621, 622, 623, 621) and the restraint are (63,
63a, 631) optionally integrated through a connection
disposed on a side surface of the opening (46) of the
metal separator (53).

10. A fuel cell with separator (50) according to claim 1,
further comprising a restraint (63, 63a, 631) formed
of the same material as the sealing material or a
material higher in thermal expansion coefficient than
the sealing material and disposed on the second
main surface of the metal separator (53) at a position
opposite the seal (62, 62a, 62b, 621, 622, 623, 621).

11. A fuel cell with separator (50) according to claim 10,
wherein the restraint (63, 63a, 631) is disposed along
the entire perimeter of the opening (46),
and/or,
wherein the seal (62, 62a, 62b, 621, 622, 623, 621)
and the restraint (63, 63a, 631) are integrated
through a connection disposed on a side surface of
the opening (46) of the metal separator (53),
and/or,
wherein a material of the restraint (63, 63a, 631) is
lower in thermal expansion coefficient than the metal
separator (53),
and/or,
wherein a gap exists between the seal (62, 62a, 62b,
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621, 622, 623, 621) and the joint (61, 61a, 61b, 611,
612),
and/or,
wherein the sealing material (621) has a thermal ex-
pansion coefficient of 8 ppm/K to 12 ppm/K within a
temperature range of room temperature to 300°C.

12. A fuel cell stack comprising a fuel cell with separator
(50) according to claim 1.

13. A method for manufacturing a fuel cell with separator
(50),
the fuel cell with separator (50) comprising
a fuel cell body (44) having a cathode (55), an anode
(57), and a solid electrolyte layer (56) disposed be-
tween the cathode (55) and the anode (57);
a plate-like metal separator (53) having first and sec-
ond main surfaces and an opening (58) in the form
of a though hole extending therethrough between
the upper surface and the lower surface thereof, and
the cathode of the fuel cell body (44) is disposed in
the opening (58);
a joint (61, 61a, 61b, 611, 612) formed of an Ag-
containing brazing filler metal and adapted to join
the fuel cell body (44) and the first main surface of
the metal separator (53), wherein the lower surface
of the metal separator (53) and the upper surface of
the solid electrolyte layer (56) are joined together by
the joint part; and characterized in that
a seal (62, 62a, 62b, 621, 622, 623, 621) formed of
a glass-containing sealing material and disposed
closer to the opening (46) than is the joint (61, 61a,
61b, 611, 612), the seal (62, 62a, 62b, 621, 622, 623,
621) being located between the first main surface of
the plate-like metal separator and the fuel cell body
(59) and extending along the entire perimeter of the
opening (46);
the method comprising:

a step of disposing an Ag-containing brazing fill-
er metal on both of the metal separator (53) and
the fuel cell body (44), and
a step of disposing the glass-containing sealing
material on at least one of the metal separator
(53) on which the brazing filler metal is disposed,
and the fuel cell body (44) on which the brazing
filler metal is disposed.

14. A method for manufacturing a fuel cell with separator
according (50) to claim 13, further comprising
a step of joining the metal separator (53) and the fuel
cell body (44) by melting the brazing filler metal dis-
posed on both of the metal separator (53) and the
fuel cell body (44),
wherein
in the joining step, the brazing filler metal is prefer-
ably melted in the atmosphere.

15. A method for manufacturing a fuel cell with separator
(50) according to claim 13 or 14, further comprising
a step of forming the seal (62, 62a, 62b, 621, 622,
623, 621) by melting the glass-containing sealing
material disposed on at least one of the metal sep-
arator (53) and the fuel cell body (44),
and optionally,
the joining step and the forming step are performed
simultaneously,
or,
after the joining step, the disposing step and the
forming step are performed.

Patentansprüche

1. Brennstoffzelle mit Abscheider (50), umfassend
einen Brennstoffzellenkörper (44) mit einer Kathode
(55), einer Anode (57) und einer Festelektrolyt-
schicht (56), die zwischen der Kathode (55) und der
Anode (57) angeordnet ist;
einen plattenähnlichen Metallabscheider (53) mit ei-
ner ersten und zweiten Hauptfläche und einer Öff-
nung (58) in Form einer Durchgangsöffnung, die sich
zwischen der Oberseite und der Unterseite hindurch
erstreckt, und wobei die Kathode des Brennstoffzel-
lenkörpers (44) in der Öffnung (58) angeordnet ist,
eine Verbindung (61, 61a, 61b, 611, 612), die aus
einem Ag-enthaltenden Hartlot besteht und dazu
eingerichtet ist, den Brennstoffzellenkörper (44) und
die erste Hauptfläche des Metallabscheiders (53) zu
verbinden, wobei die Unterseite des Metallabschei-
ders (53) und die Oberseite der Festelektrolytschicht
(56) durch den Verbindungsteil miteinander verbun-
den sind; und gekennzeichnet durch
eine Dichtung (62, 62a, 62b, 621, 622, 623, 621),
die aus einem glasenthaltenden Dichtungsmaterial
besteht und näher an der Öffnung (58) als die Ver-
bindung (61, 61a, 61b, 611, 612) angeordnet ist, wo-
bei sich die Dichtung (62, 62a, 62b, 621, 622, 623,
621) zwischen der ersten Hauptfläche des platten-
ähnlichen Metallabscheiders und dem Brennstoff-
zellenkörper (44) befindet und sich entlang dem ge-
samten Umfang der Öffnung (46) erstreckt.

2. Brennstoffzelle mit Abscheider (50) nach Anspruch
1, wobei
die Verbindung (61a, 61b) einen ersten Verbin-
dungsabschnitt (61a) und einen zweiten Verbin-
dungsabschnitt (61b) aufweist, der sich näher an der
Öffnung (58) als der erste Verbindungsabschnitt
(61a) befindet, und
der zweite Verbindungsabschnitt (61b) einen gerin-
geren Sauerstoffdiffusionskoeffizienten als der erste
Verbindungsabschnitt (61a) aufweist.

3. Brennstoffzelle mit Abscheider (50) nach Anspruch
1, wobei der Metallabscheider (53) AI in einer Menge
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von 0,1 Ma% bis 10 Ma% enthält, und/oder
wobei der Metallabscheider (53) eine Dicke von 0,5
mm oder weniger aufweist.

4. Brennstoffstelle mit Abscheider (50) nach Anspruch
1, wobei ein Spalt zwischen der Verbindung (61, 61a,
61b, 611, 612) und der Dichtung (62, 62a, 62b, 621,
622, 623, 621) vorhanden ist.

5. Brennstoffzelle mit Abscheider (50) nach Anspruch
1, wobei das Hartlot eine höhere Schmelztemperatur
als das Dichtungsmaterial aufweist.

6. Brennstoffzelle mit Abscheider (50) nach Anspruch
1, wobei ein Teil der Dichtung (62, 62a, 62b, 621,
622, 623, 621), der sich in Richtung der Verbindung
befindet, eine Agenthaltende Mischschicht (63) auf-
weist;
und wobei optional
der Ag-Gehalt in der Mischschicht am höchsten an
einem Abschnitt ist, der sich in Richtung der Verbin-
dung (61, 61a, 61b, 611, 612) befindet, und/oder
die Verbindung (61, 61a, 61b, 611, 612) und die
Mischschicht (63) entlang dem gesamten Umfang
der Öffnung (58) angeordnet sind, und/oder
die Dichtung (62, 62a, 62b, 621, 622, 623, 621) einen
thermischen Ausdehnungskoeffizienten von 8
ppm/K bis 12 ppm/K in einem Temperaturbereich
von Raumtemperatur bis 300 °C aufweist, und die
Mischschicht (63) eine Breite von 50 mm oder mehr
aufweist, und/oder
die Verbindung (61, 61a, 61b, 611, 612) ein Oxid
enthält, dessen Sauerstoffdissoziationsdruck gerin-
ger als 1 x 10-13 Pa bei 800 °C ist, wobei das in der
Verbindung enthaltene Oxid vorzugsweise aus AI
oder In besteht.

7. Brennstoffzelle mit Abscheider (50) nach Anspruch
1, wobei
der Metallabscheider (53) Al in einer Menge von 1,5
Ma% bis 10 Ma% enthält;
die Verbindung (61, 61a, 61b, 611, 612) ein Oxid
oder ein Verbundoxid aus AI in einer Menge von 1
Vol.-% bis 25 Vol.-% enthält; und
die Dichtung (62, 62a, 62b, 621, 622, 623, 621) AI
in einer Menge von 1 Ma% bis 30 Ma% reduziert auf
Al2O3 enthält.

8. Brennstoffzelle mit Abscheider (50) nach Anspruch
7, wobei
der Metallabscheider (53) AI in einer Menge von 2
Ma% bis 10 Ma% enthält;
die Verbindung (61, 61a, 61b, 611, 612) ein Oxid
oder ein Verbundoxid aus AI in einer Menge von 2
Vol.-% bis 15 Vol.-% enthält; und
die Dichtung (62, 62a, 62b, 621, 622, 623, 621) AI
in einer Menge von 2 Ma% bis 20 Ma% reduziert auf
Al2O3 enthält, und/oder

mindestens ein Teil des Oxids oder Verbundoxids
aus AI an der Schnittfläche zwischen dem Metallab-
scheider (53) und der Verbindung (61, 61 a, 61 b,
611, 612) angeordnet ist, und/oder
das Oxid oder Verbundoxid aus Al Al2O3, ein Al-ent-
haltendes Oxid vom Spinelltyp oder Mullit ist.

9. Brennstoffzelle mit Abscheider (50) nach Anspruch
7, des Weiteren umfassend eine Einspannung (63,
63a, 631), die aus demselben Material wie das Dich-
tungsmaterial besteht und auf der zweiten Hauptflä-
che des Metallabscheiders (53) an einer Position ge-
genüber der Dichtung (62, 62a, 62b, 621, 622, 623,
621) angeordnet ist, wobei die Dichtung (62, 62a,
62b, 621, 622, 623, 621) und die Einspannung (63,
63a, 631) optional durch eine Verbindung integriert
sind, die auf einer Seitenfläche der Öffnung (46) des
Metallabscheiders (53) angeordnet ist.

10. Brennstoffzelle mit Abscheider (50) nach Anspruch
1, des Weiteren umfassend eine Einspannung (63,
63a, 631), die aus demselben Material wie das Dich-
tungsmaterial oder einem Material besteht, das ei-
nen höheren thermischen Ausdehnungskoeffizien-
ten als das Dichtungsmaterial aufweist, und die auf
der zweiten Hauptfläche des Metallabscheiders (53)
auf einer Position gegenüber der Dichtung (62, 62a,
62b, 621, 622, 623, 621) angeordnet ist.

11. Brennstoffzelle mit Abscheider (50) nach Anspruch
10, wobei die Einspannung (63, 63a, 631) entlang
dem gesamten Umfang der Öffnung (46) angeordnet
ist, und/oder
wobei die Dichtung (62, 62a, 62b, 621, 622, 623,
621) und die Einspannung (63, 63a, 631) durch eine
Verbindung integriert sind, die auf einer Seitenfläche
der Öffnung (46) des Metallabscheiders (53) ange-
ordnet ist, und/oder
wobei ein Material der Einspannung (63, 63a, 631)
einen niedrigeren thermischen Ausdehnungskoeffi-
zienten als der Metallabscheider (53) aufweist,
und/oder
wobei ein Spalt zwischen der Dichtung (62, 62a, 62b,
621, 622, 623, 621) und der Verbindung (61, 61a,
61b, 611, 612) besteht, und/oder
wobei das Dichtungsmaterial (621) einen thermi-
schen Ausdehnungskoeffizienten von 8 ppm/K bis
12 ppm/K in einem Temperaturbereich von Raum-
temperatur bis 300 °C aufweist.

12. Brennstoffzellenstapel, umfassend eine Brennstoff-
zelle mit Abscheider (50) nach Anspruch 1.

13. Herstellungsverfahren für eine Brennstoffzelle mit
Abscheider (50), wobei die Brennstoffzelle mit Ab-
scheider (50) umfasst:

einen Brennstoffzellenkörper (44) mit einer Ka-
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thode (55), einer Anode (57) und einer Feste-
lektrolytschicht (56), die zwischen der Kathode
(55) und der Anode (57) angeordnet ist;
einen plattenähnlichen Metallabscheider (53)
mit einer ersten und zweiten Hauptfläche und
einer Öffnung (58) in Form einer Durchgangs-
öffnung, die sich zwischen der Oberseite und
der Unterseite hindurch erstreckt, und wobei die
Kathode des Brennstoffzellenkörpers (44) in der
Öffnung (58) angeordnet ist,
eine Verbindung (61, 61a, 61b, 611, 612), die
aus einem Ag-enthaltenden Hartlot besteht und
dazu eingerichtet ist, den Brennstoffzellenkör-
per (44) und die erste Hauptfläche des Metall-
abscheiders (53) zu verbinden, wobei die Un-
terseite des Metallabscheiders (53) und die
Oberseite der Festelektrolytschicht (56) durch
den Verbindungsteil miteinander verbunden
sind; und gekennzeichnet durch
eine Dichtung (62, 62a, 62b, 621, 622, 623,
621), die aus einem glasenthaltenden Dich-
tungsmaterial besteht und näher an der Öffnung
(46) als die Verbindung (61, 61a, 61b, 611, 612)
angeordnet ist, wobei sich die Dichtung (62, 62a,
62b, 621, 622, 623, 621) zwischen der ersten
Hauptfläche des plattenähnlichen Metallab-
scheiders und dem Brennstoffzellenkörper (59)
befindet und sich entlang dem gesamten Um-
fang der Öffnung (46) erstreckt; wobei das Ver-
fahren umfasst:

einen Schritt zum Anordnen eines Ag-ent-
haltenden Hartlots sowohl auf dem Metall-
abscheider (53) als auch auf dem Brenn-
stoffzellenkörper (44), und
einen Schritt zum Anordnen des glasenthal-
tenden Dichtungsmaterials auf mindestens
einem aus dem Metallabscheider (53), auf
dem das Hartlot angeordnet ist, und dem
Brennstoffzellenkörper (44), auf dem das
Hartlot angeordnet ist.

14. Herstellungsverfahren für eine Brennstoffzelle mit
Abscheider (50) nach Anspruch 13, des Weiteren
umfassend
einen Schritt zum Verbinden des Metallabscheiders
(53) und des Brennstoffzellenkörpers (44) durch
Schmelzen des Hartlots, das sowohl auf dem Me-
tallabscheider (53) als auch dem Brennstoffzellen-
körper (44) angeordnet ist, wobei
das Hartlot in dem Verbindungsschritt vorzugsweise
in der Atmosphäre geschmolzen wird.

15. Herstellungsverfahren für eine Brennstoffzelle mit
Abscheider (50) nach Anspruch 13 oder 14, des Wei-
teren umfassend
einen Schritt zum Bilden der Dichtung (62, 62a, 62b,
621, 622, 623, 621) durch Schmelzen des glasent-

haltenden Dichtungsmaterials, das auf mindestens
einem aus dem Metallabscheider(53) und dem
Brennstoffzellenkörper (44) angeordnet ist,
und wobei optional
der Verbindungsschritt und der Schritt zum Bilden
gleichzeitig durchgeführt werden, oder
nach dem Verbindungsschritt der Schritt zum Anord-
nen und der Schritt zum Bilden durchgeführt werden.

Revendications

1. Pile à combustible avec séparateur (50)
comprenant :

un corps de pile à combustible (44) comportant
une cathode (55), une anode (57) et une couche
d’électrolyte solide (56) disposée entre la catho-
de (55) et l’anode (57),
un séparateur métallique (53) de type plaque
possédant des première et seconde surfaces
principales et une ouverture (58) sous la forme
d’un trou traversant s’étendant en son travers
entre la surface supérieure et la surface infé-
rieure de celui-ci, et la cathode du corps de pile
à combustible (44) étant disposée dans l’ouver-
ture (58),
un joint (61, 61a, 61b, 611, 612) formé d’une
charge métallique de brasage contenant du Ag
et conçu pour assembler le corps de pile à com-
bustible (44) et la première surface principale
du séparateur métallique (53), la surface infé-
rieure du séparateur métallique (53) et la surface
supérieure de la couche d’électrolyte solide (56)
étant réunies grâce au composant formant joint,
et caractérisée par :
un élément d’étanchéité (62, 62a, 62b, 621, 622,
623, 621) formé d’un matériau de scellement
contenant du verre et disposé de manière plus
proche de l’ouverture (58) que ne l’est le joint
(61, 61a, 61b, 611, 612), l’élément d’étanchéité
(62, 62a, 62b, 621, 622, 623, 621) étant situé
entre la première surface principale du sépara-
teur métallique de type plaque et le corps de pile
à combustible (44) et s’étendant le long de tout
le périmètre de l’ouverture (46).

2. Pile à combustible avec séparateur (50) selon la re-
vendication 1, dans laquelle
le joint (61a, 61b) comporte une première partie for-
mant joint (61a) et une seconde partie formant joint
(61b) située de manière plus proche de l’ouverture
(58) que ne l’est la première partie formant joint
(61a), et
la seconde partie formant joint (61b) présente un
coefficient de diffusion d’oxygène inférieur à celui de
la première partie formant joint (61a).
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3. Pile à combustible avec séparateur (50) selon la re-
vendication 1, dans laquelle le séparateur métallique
(53) contient de l’Al en une teneur allant de 0,1 %
en masse à 10 % en masse, et/ou
dans laquelle le séparateur métallique (53) présente
une épaisseur de 0,5 mm ou moins.

4. Pile à combustible avec séparateur (50) selon la re-
vendication 1, dans laquelle il existe un intervalle
entre le joint (61, 61a, 61b, 611, 612) et l’élément
d’étanchéité (62, 62a, 62b, 621, 622, 623, 621).

5. Pile à combustible avec séparateur (50) selon la re-
vendication 1, dans laquelle la charge métallique de
brasage présente une température de fusion supé-
rieure à celle du matériau de scellement.

6. Pile à combustible avec séparateur (50) selon la re-
vendication 1, dans laquelle une partie de l’élément
d’étanchéité (62, 62a, 62b, 621, 622, 623, 621) si-
tuée vers le joint comporte une couche mixte conte-
nant du Ag (63),
et en option,
dans la couche mixte, la teneur en Ag est supérieure
à celle d’une partie située vers le joint (61, 61a, 61b,
611, 612),
et/ou
le joint (61, 61a, 61b, 611, 612) et la couche mixte
(63) sont disposés le long du périmètre de l’ouverture
(58) dans sa totalité,
et/ou
l’élément d’étanchéité (62, 62a, 62b, 621, 622, 623,
621) présente un coefficient de dilatation thermique
allant de 8 ppm/K à 12 ppm/K dans une plage de
températures allant de la température ambiante à
300 °C, et la couche mixte (63) présente une largeur
de 50 mm ou plus,
et/ou
le joint (61, 61a, 61b, 611, 612) contient un oxyde
dont la pression de dissociation de l’oxygène est in-
férieure à 1 3 10-13 Pa à 800 °C, l’oxyde contenu
dans le joint étant de préférence constitué d’Al ou
d’In.

7. Pile à combustible avec séparateur (50) selon la re-
vendication 1, dans laquelle
le séparateur métallique (53) contient de l’Al dans
une teneur allant de 1,5 % en masse à 10 % en
masse,
le joint (61, 61a, 61b, 611, 612) contient un oxyde
ou un oxyde composé d’Al en une teneur allant de
1 % en volume à 25 % en volume, et
l’élément d’étanchéité (62, 62a, 62b, 621, 622, 623,
621) contient de l’Al en une teneur allant de 1 % en
masse à 30 % en masse lorsqu’il est réduit en Al2O3.

8. Pile à combustible avec séparateur (50) selon la re-
vendication 7, dans lequel

le séparateur métallique (53) contient de l’Al en une
teneur allant de 2 % en masse à 10 % en masse,
le joint (61, 61a, 61b, 611, 612) contient un oxyde
ou un oxyde composé d’Al en une teneur allant de
2 % en volume à 15 % en volume, et
l’élément d’étanchéité (62, 62a, 62b, 621, 622, 623,
621) contient de l’Al en une teneur allant de 2 % en
masse à 20 % en masse lorsqu’il est réduit en Al2O3,
et/ou
au moins une partie de l’oxyde ou de l’oxyde com-
posé d’Al est disposée à l’interface entre le sépara-
teur métallique (53) et le joint (61, 61a, 61b, 611,
612),
et/ou
l’oxyde ou l’oxyde composé d’Al est du Al2O3, un
oxyde de type spinelle contenant de l’Al, ou une mul-
lite.

9. Pile à combustible avec séparateur (50) selon la re-
vendication 7, comprenant en outre une retenue (63,
63a, 631) formée du même matériau que le matériau
de scellement et disposée sur la seconde surface
principale du séparateur métallique (53) à une posi-
tion opposée à celle de l’élément d’étanchéité (62,
62a, 62b, 621, 622, 623, 621), l’élément d’étanchéité
(62, 62a, 62b, 621, 622, 623, 621) et la retenue (63,
63a, 631) étant intégrés en option au travers d’une
connexion disposée sur une surface latérale de
l’ouverture (46) du séparateur métallique (53).

10. Pile à combustible avec séparateur (50) selon la re-
vendication 1, comprenant en outre une retenue (63,
63a, 631) formée du même matériau que le matériau
de scellement ou d’un matériau présentant un coef-
ficient de dilatation thermique supérieur à celui du
matériau de scellement, et disposée sur la seconde
surface principale du séparateur métallique (53) à
une position opposée à celle de l’élément d’étan-
chéité (62, 62a, 62b, 621, 622, 623, 621).

11. Pile à combustible avec séparateur (50) selon la re-
vendication 10, dans laquelle la retenue (63, 63a,
631) est disposée le long de tout le périmètre de
l’ouverture (46),
et/ou
dans laquelle l’élément d’étanchéité (62, 62a, 62b,
621, 622, 623, 621) et la retenue (63, 63a, 631) sont
intégrés au travers d’une connexion disposée sur
une surface latérale de l’ouverture (46) du sépara-
teur métallique (53),
et/ou
dans laquelle le matériau de la retenue (63, 63a,
631) présente un coefficient de dilatation thermique
inférieur à celui du séparateur métallique (53),
et/ou
dans laquelle il existe un intervalle entre l’élément
d’étanchéité (62, 62a, 62b, 621, 622, 623, 621) et le
joint (61, 61a, 61b, 611, 612),
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et/ou
dans laquelle le matériau de scellement (621) pré-
sente un coefficient de dilatation thermique allant de
8 ppm/K à 12 ppm/K dans la plage de températures
allant de la température ambiante à 300 °C.

12. Empilement de pile à combustible comprenant une
pile à combustible avec séparateur (50) conforme à
la revendication 1.

13. Procédé de fabrication d’une pile à combustible avec
séparateur (50), la pile à combustible avec sépara-
teur (50) comprenant :

un corps de pile à combustible (44) comportant
une cathode (55), une anode (57) et une couche
d’électrolyte solide (56) disposée entre la catho-
de (55) et l’anode (57),
un séparateur métallique (53) de type plaque
possédant des première et seconde surfaces
principales et une ouverture (58) sous la forme
d’un trou traversant s’étendant en son travers
entre la surface supérieure et la surface infé-
rieure de celui-ci, et la cathode du corps de pile
à combustible (44) étant disposée dans l’ouver-
ture (58),
un joint (61, 61a, 61b, 611, 612) formé d’une
charge métallique de brasage contenant du Ag
et conçu pour assembler le corps de pile à com-
bustible (44) et la première surface principale
du séparateur métallique (53), la surface infé-
rieure du séparateur métallique (53) et la surface
supérieure de la couche d’électrolyte solide (56)
étant réunies grâce au composant formant joint,
et caractérisée par :

un élément d’étanchéité (62, 62a, 62b, 621,
622, 623, 621) formé d’un matériau de scel-
lement contenant du verre et disposé de
manière plus proche de l’ouverture (58) que
ne l’est le joint (61, 61a, 61b, 611, 612), l’élé-
ment d’étanchéité (62, 62a, 62b, 621, 622,
623, 621) étant situé entre la première sur-
face principale du séparateur métallique de
type plaque et le corps de pile à combustible
(44) et s’étendant le long de tout le périmè-
tre de l’ouverture (46),
le procédé comprenant :

une étape consistant à disposer une
charge métallique de brasage conte-
nant de l’Al à la fois sur le séparateur
métallique (53) et sur le corps de pile à
combustible (44), et
une étape consistant à disposer le ma-
tériau de scellement contenant du verre
sur au moins l’un du séparateur métal-
lique (53), sur lequel est déposée la

charge métallique de brasage, et le
corps de pile à combustible (44) sur le-
quel est déposée la charge métallique
de brasage.

14. Procédé de fabrication d’une pile à combustible avec
séparateur (50) conforme à la revendication 13,
comprenant en outre :

une étape d’assemblage du séparateur métalli-
que (53) et du corps de pile à combustible (44)
en faisant fondre la charge métallique de
brasage disposée à la fois sur le séparateur mé-
tallique (53) et sur le corps de pile à combustible
(44), où
lors de l’étape d’assemblage, la charge métalli-
que de brasage est de préférence fondue dans
l’atmosphère.

15. Procédé de fabrication d’une pile à combustible avec
séparateur (50) conforme à la revendication 13 ou
la revendication 14, comprenant en outre :

une étape consistant à former l’élément d’étan-
chéité (62, 62a, 62b, 621, 622, 623, 621) en fai-
sant fondre le matériau de scellement contenant
du verre disposé sur au moins l’un du séparateur
métallique (53) et du corps de pile à combustible
(44),
et en option,
l’étape d’assemblage et l’étape de formation
sont effectuées simultanément,
ou bien,
l’étape de disposition et l’étape de formation
sont effectuées après l’étape d’assemblage.
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